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(54) MOLDING DIE FOR CONTACT LENS, AND MANUFACTURING METHOD FOR CONTACT LENS 
USING THE SAME 

(57)Abstract: 

PROBLEM TO BE SOLVED: To provide a molding die for a contact 
lens of a new structure, which can stably seal the outer peripheral 
edge part of the molding cavity when both of male and female dies 
are joined. 

SOLUTION: Cylindrical fitting sections 22 and 32 which extend to 
one side of the axial direction are respectively provided on the 
outer peripheral part of a cavity-forming surface 20 for the male 
die 14 and on the outer peripheral part of a cavity-forming surface 
30 for the female die 12. Then, a gap 52 which spreads extending 
to the total periphery is formed between the confronted surfaces 
in the radial direction of the cylindrical fitting sections 22 and 32 
under a state wherein the male die 14 and the female die 12 are 
joined. At the same time, under the state wherein both of the male 
and the female dies 12 and 14 are joined, by deforming at least one 
of the cylindrical fitting section 32 of the female die 12 and the 
cylindrical fitting section 22 of the male die 14 in the radial 
direction, the gap 52 is made to disappear. Then, a sealed molding 
cavity 16 is defined between the cavity forming surfaces of both of 
the male and the female dies 12 and 14. 
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CLAIMS 



[Claim(s)] 

[Claim 1] It is constituted including the female mold equipped with the cavity forming face of an 
abbreviation spherical concave, and the male equipped with the cavity forming face of abbreviation 
spherical convex type. It is the die for contact lenses which forms the shaping cavity of a contact lens in 
both cavity formation face-to-face by the contagion of these sex both molds. The tubed fitting section 
prolonged toward shaft-orientations one side in the method of the outside of a perimeter of the cavity 
forming face in said male and the method of the outside of a perimeter of the cavity forming face in said 
female mold, respectively is prepared. While the clearance which spreads for the direction opposed face of 
a path of these tubed fitting section in the state of mold doubling of this male and this female mold in the 
perimeter is formed Where mold doubling of these sex both the molds is carried out, this clearance is 
vanished by making at least one side of the tubed fitting section of this female mold, and the tubed fitting 
section of this male transform in the direction of a path. The die for contact lenses characterized by 
forming the shaping cavity sealed by the cavity formation face-to-face of these sex both molds. 
[Claim 2] Where mold doubling of said sex both molds is carried out, by making at least one side of the 
tubed fitting section of this female mold, and the tubed fitting section of this male transform in the 
direction of a path A connection side edge edge with said cavity forming face of this female mold in this 
tubed fitting section inserted in the inner circumference side among both the tubed fitting sections of 
these female molds and a male or this male The die for contact lenses according to claim 1 it was made to 
be made to contact to this tubed fitting section inserted in the periphery side among both the tubed fitting 
sections of these female molds and a male. 

[Claim 3] The die for contact lenses according to claim 2 made into the cylinder side with a taper which 
expands the diameter of it gradually as the inner skin in this tubed fitting section inserted in the periphery 
side among both the tubed fitting sections of said female mold and said male is separated to shaft 
orientations from said cavity forming face of this female mold or this male. 

[Claim 4] The die for contact lenses given in claim 1 thru/or any of 3 they are. [ in which the periphery 
press section equipped with the periphery taper side which spreads in the method of the outside of the 
direction of a path in the peripheral face of said tubed fitting section inserted in the periphery side among 
both the tubed fitting sections of said female mold and said male as it separates from said cavity forming 
face to shaft orientations was formed ] 

[Claim 5] The die for contact lenses according to claim 4 which formed the m^jor-diameter cylinder 
peripheral face in this cavity forming face and the opposite side of this periphery taper side as the shape of 
a cylindrical shape with a stage from which the direction dimension of a path differs the peripheral face of 
said tubed fitting section inserted in the periphery side among both the tubed fitting sections of said female 
mold and said male on shaft-orientations both sides which faced across said periphery taper side while 
forming the minor diameter cylinder peripheral face in said cavity forming face side of this periphery taper 
side. 

[Claim 6] The die for contact lenses according to claim 4 in which the ****** projection of the undercut 
configuration which is located in the interstitial segment of the shaft orientations in said periphery taper 
side, and projects toward the method of the outside of the direction of a path was formed. 
[Claim 7] The die for contact lenses given in claim 1 thru/or any of 6 they are. [ which established the 
positioning device in which the insertion end position in the shaft orientations of both the tubed fitting 
section was specified in the tubed fitting section of said female mold, and the tubed fitting section of said 



male by being made to contact mutually by shaft orientations on the occasion of mold doubling of these 
sex both molds ] 

[Claim 8] Using the die for contact lenses given in any [ claim 1 thru/or ] of 7 they are, after supplying a 
lens molding material on the cavity forming face of said female mold, mold doubling of said male is carried 
out to this female mold. Where it faced manufacturing the target contact lens by carrying out mold shaping 
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both molds and mold doubling of said sex both molds is carried out The periphery collet chuck extrapolated 
by this tubed fitting section inserted in the periphery side among both the tubed fitting sections in these 
sex both molds, By adopting at least one side with the inner circumference collet chuck by which 
interpolation is carried out to this tubed fitting section inserted in the inner circumference side, and making 
at least one side of the tubed fitting section of this female mold, and the tubed fitting section of this male 
transform in the direction of a path The manufacture approach of the contact lens characterized by 
vanishing said clearance formed between the tubed fitting sections of these sex both molds, and making 
said shaping cavity seal. 

[Claim 9] Using the die for contact lenses given in any [ claim 4 thru/or ] of 6 they are, after supplying a 
lens molding material on the cavity forming face of said female mold, mold doubling of said male is carried 
out to this female mold. Where it faced manufacturing the target contact lens by carrying out mold shaping 
of this lens molding material by the shaping cavity formed in the mold doubling face-to-face of these sex 
both molds and mold doubling of said sex both molds is carried out This tubed fitting section inserted in 
the periphery side among both the tubed fitting sections in these sex both molds is interpolated to the 
press implement equipped with the annular or tubed press inside. By pressing fit in this press inside said 
periphery taper side formed in this tubed fitting section The manufacture approach of the contact lens 
characterized by making this tubed fitting section transform into the method of the inside of the direction 
of a path, vanishing said clearance formed between said sex both types of tubed fitting sections, and 
making said shaping cavity seal. 

[Claim 10] It faces manufacturing the target contact lens according to the manufacture approach of a 
contact lens according to claim 9 using the die for contact lenses according to claim 5. The inside diameter 
of said press inside in said press implement is set up smaller [ it is slightly larger than said minor diameter 
cylinder peripheral face in this tubed fitting section inserted in the periphery side among both the tubed 
fitting sections in said sex both molds, and ] than said m^jor— diameter cylinder peripheral face. While 
making the shaft-orientations edge of the press inside of this press implement contact said periphery taper 
side of this tubed fitting section and making this tubed fitting section support with this press implement by 
making this tubed fitting section interpolate in this press implement By pressing this tubed fitting section 
fit in shaft orientations to this press implement under this support condition, while carrying out abbreviation 
positioning and making it make said minor diameter cylinder peripheral face of this tubed fitting section hold 
in the direction of a path by the press inside of this press implement The manufacture approach of the 
contact lens which said major-diameter cylinder peripheral face carries out outer fitting immobilization of 
the press inside of this press implement across this periphery taper side of this tubed fitting section, and is 
characterized by doing the external force to the method of the inside of the direction of the path to this 
tubed fitting section to this mcu'or-diameter cylinder peripheral face. 

[Claim 11] The manufacture approach of the contact lens characterized by forming said press implement in 
two or more locations where two or more processes for manufacturing a contact lens using said die for 
contact lenses are carried out in the manufacture approach of a contact lens according to claim 9 or 10 
fixed to the conveyance tray for conveying this die for contact lenses. 

[Claim 12] Two or more locations which give two or more down stream processing for manufacturing a 
contact lens using the die for contact lenses given in any [ claim 1 thru/or ] of 7 they are In the 
production line of the contact lens with which it connects with a conveyance means to convey this die for 
contact lenses, and two or more of these down stream processing was made to be given one by one The 
conveyance tray equipped with at least one mold maintenance hole said sex both molds are inserted where 
mold doubling is carried out mutually, and you are made to support is adopted. While making it make two or 
more locations which are made to support these sex both molds and give said two or more down stream 
processing on this conveyance tray convey one by one with said conveyance means An external force 
operation means to form said shaping cavity sealed by making at least one side of said tubed fitting section 
of this female mold, and said tubed fitting section of this male transform in the direction of a path where 
mold doubling of said sex both molds is carried out, and vanishing said clearance between the tubed fitting 
sections of these sex both molds The production line of the contact lens which prepares in this 
conveyance tray, is made to hold these sex both molds fixed on this conveyance tray in the state of mold 
doubling this external force operation means, and was conveyed. 



[Translation done.] 
* NOTICES * 

JPO and NCI PI are not responsible for any 
damages caused by the use of this translation. 

LThis document has been translated by computer. So the translation may not reflect the original precisely. 

2.**** shows the word which can not be translated. 
3.1n the drawings, any words are not translated. 



DETAILED DESCRIPTION 

[Detailed Description of the Invention] 
[0001] 

[Field of the Invention] The die for contact lenses for this invention to manufacture a contact lens by the 
mold method, While being able to form the shaping cavity of the configuration which is applied to the 
manufacture approach of the contact lens using it, and the production line of a contact lens, is made to 
stabilize and blockade and targets the periphery edge of a shaping cavity especially with high precision It is 
related with the manufacture approach of the die for contact lenses which is stabilized and can perform 
mold shaping of a contact lens which it is presupposed that it is possible for it to be stabilized and to 
acquire the fitting fixed force of the die of a sex, and is made into the purpose, and the contact lens using 
it. 

[0002] 

[Background of the Invention] From the former to a contact lens (it includes both a hard type and software 
type.) Hereafter, it is the same. The mold method is learned as a kind of the manufacture approach. This 
mold method by carrying out mold doubling of the female mold equipped with the cavity forming face of an 
abbreviation spherical concave, and the male equipped with the cavity forming face of abbreviation 
spherical convex type By filling up with the predetermined monomer ingredient as a lens molding material 
the shaping cavity of the contact lens formed in the mold doubling face-to-face of these sex both molds, 
and carrying out a polymerization by the shaping cavity Manufacture the contact lens of the configuration 
corresponding to a shaping cavity, and it compares with the ball-race cutting method (the cutting grinding 
method) and the spin cast method (centrifugal casting method) which are the manufacture approach of 
other well-known contact lenses. From the ability of the target contact lens to be mass-produced at low 
cost, it is suitably adopted, for example on the occasion of manufacture of a disposable contact lens etc. 
[0003] By the way, by the mold method, since the mold mating face of sex both molds is located in the 
edge section of a lens periphery, in order to prevent poor shaping, such as weld flash in the contact lens 
which is mold goods, it is made important to be stabilized and to acquire the state of obstruction of the 
periphery part of the shaping cavity equivalent to the lens edge section. Moreover, generally, since it is 
conveyed and processed by polymerization equipments, such as UV irradiation and heating, after supplying 
and carrying out mold doubling of the monomer ingredient, in order to be stabilized and to perform shaping 
processing after such mold doubling, as for sex both molds, it is desirable to hold sex both molds firmly at a 
mold doubling condition. 

[0004] then, in order to cope with such a problem, as a die for contact lenses used for the mold method 
Various kinds of structures are proposed from the former. To JP.59-2941 1,B or JP,2~27051 7,A In the 
method of the outside of a perimeter of either cavity forming face of a female mold and a male, really form 
knife edge of a light-gage acute configuration and rim projection which project in the direction of mold 
doubling, and mold doubling is faced. The structure which closed the mold doubling face-to-face of sex 
both molds at the periphery edge of a shaping cavity is indicated by making the shaping side of another 
side carry out press deformation of this knife edge and rim projection. 

[0005] However, it sets to the die of structure conventionally which was indicated by these JP,59-2941 1,B, 
JP.2-270517.A, etc. By all making sex both molds press mutually based on the mold doubling force done in 
the direction of a medial axis of sex both molds, and making them transform a contact part From making 
the periphery edge of a shaping cavity blockade It was not avoided that the deformation in the relative 



position and contact part of the direction of mold doubling of sex both molds etc. changes according to the 
mold doubling force, the dimension error of the contact part of sex both molds, etc., but there was a 
problem that the dimension of a shaping cavity, as a result the contact lens fabricated could not be 
stabilized easily, moreover, abbreviation — by exerting the mold doubling force on the periphery edge of 
the cavity forming face of sex both the molds by which curve formation was carried out spherically, the 
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of a central part deformed especially, there was also a possibility that the precision of the optical property 
of the contact lens made into the purpose might fall. 

[0006] In addition, in the die of structure, the problem that it was difficult and it difficult to hold sex both 
molds firmly in the mold doubling condition had also secured the omission-proof force of the shaft 
orientations of sex both molds conventionally which the periphery part of the shaping cavity in sex both 
molds like **** is made to contact according to the mold doubling force, and sealed the shaping cavity 
[0007] 

[Problem(s) to be Solved] In here, it succeeds in this invention against the background of the situation like 
****, and the place make into the solution technical problem has it in offer the manufacture approach of 
the die for contact lenses of new structure with which the holding power to a mold doubling condition may 
be demonstrate effectively, and the contact lens using it while being able to stabilize and form in the 
configuration aim at a shaping cavity. 
[0008] 

[Means for Solution] The mode of this invention in which it succeeded hereafter in order to solve such a 
technical problem is indicated. In addition, the component adopted as below in each mode of a publication 
is employable in the combination of arbitration as much as possible. Moreover, it should be understood that 
it is what is recognized based on the invention thought which the mode or technical feature of this 
invention is indicated by the whole specification and the drawing, without being limited to a thing given in 
the following, or this contractor can grasp from those publications. 

[0009] First, the first mode of this invention about the die for contact lenses It is constituted including the 
female mold equipped with the cavity forming face of an abbreviation spherical concave, and the male 
equipped with the cavity forming face of abbreviation spherical convex type. It is the die for contact lenses 
which forms the shaping cavity of a contact lens in both cavity formation face-to-face by the contagion of 
these sex both molds. The tubed fitting section prolonged toward shaft-orientations one side in the method 
of the outside of a perimeter of the cavity forming face in said male and the method of the outside of a 
perimeter of the cavity forming face in said female mold, respectively is prepared. While the clearance 
which spreads for the direction opposed face of a path of these tubed fitting section in the state of mold 
doubling of this male and this female mold in the perimeter is formed Where mold doubling of these sex 
both the molds is carried out, this clearance is vanished by making at least one side of the tubed fitting 
section of this female mold, and the tubed fitting section of this male transform in the direction of a path. It 
is characterized by forming the shaping cavity sealed by the cavity formation face-to-face of these sex 
both molds. 

[0010] The periphery edge of a shaping cavity is made to blockade in the die for contact lenses made into 
the structure of following such this mode by contacting sex both molds in the direction of a path in the 
tubed fitting section which does not constitute the shaping side of the optical part of a contact lens. 
Namely, it sets to the die for contact lenses of this mode. As opposed to the tubed fitting section which 
does not constitute the shaping side of the optical part of a contact lens for the external force exerted on 
a die in order to make the periphery edge of a shaping cavity blockade It can do in the direction of an axial 
right angle of a shaping cavity, and a setup of the thickness dimension of the contact lens fabricated if the 
effect of the thickness dimension on the shaping cavity by this external force may be mitigated or avoided 
and is so a shaping cavity total is attained with high precision. And by doing external force to the tubed 
fitting section also under the condition except the mold doubling force, based on the frictional force 
between the tubed fitting sections of sex both molds etc., the omission-proof force in the shaft 
orientations of sex both molds is easily securable, and when conveying sex both molds in the state of mold 
doubling by it, handling nature may also improve. 

[001 1] In the die for contact lenses concerning this mode in addition, the ingredient of a female mold and a 
male Although various kinds of synthetic-resin metallurgy groups, glass, a ceramic, etc. are employable 
possible [ adopting suitably the ingredient which has the sufficient rigidity and the reinforcement in a 
shaping cavity to be able to be equal to shaping actuation of a contact lens ] In order to secure the 
deformans in the tubed fitting section, and required reinforcement, at least one side of sex both molds 
Synthetic resin thermoplastic [ with desirable for example being formed with synthetic resin or an elasticity 
metal /, such as polypropylene, polyethylene terephthalate, polystyrene, a polycarbonate, a polyvinyl 



chloride, a polyamide polyacetal, and a fluororesin, 1 or thermosetting, Metals, such as an aluminium alloy, 
gold, silver, and copper, are suitably adopted as an ingredient of a mold. Moreover, so that the fabricated 
contact lens may be made to stabilize and adhere to the mold of one of sexes on the occasion of the mold 
aperture after contact lens shaping in the die concerning this invention For example, even if there are few 
molds of one of sexes or both, a cavity forming face is received. It is effective to adopt the various well- 
known techniaiJft of adjusting a mold— rfilftafifi oharartftristirt ciir.h ac chaninir cfdo nro^occlncr ueinff +U« 

adhesives which can demonstrate the adhesive strength which can perform RF glow discharge processing, 
corona discharge treatment, UV irradiation processing, atmospheric pressure plasma treatment, etc., or can 
be removed. 

[0012] Moreover, the second mode of this invention about the die for contact lenses In the die for contact 
lenses made into the structure of following said first mode, where mold doubling of said sex both molds is 
carried out By making at least one side of the tubed fitting section of this female mold, and the tubed 
fitting section of this male transform in the direction of a path A connection side edge edge with said 
cavity forming face of this female mold in this tubed fitting section inserted in the inner circumference side 
among both the tubed fitting sections of these female molds and a male or this male It is characterized by 
making it made to contact to this tubed fitting section inserted in the periphery side among both the tubed 
fitting sections of these female molds and a male. In such this mode, since the clearance between both the 
tubed fitting sections of sex both molds will be blockade at the edge by the side of a shaping cavity and 
opening to the shaping cavity of this clearance be avoid, generating of the weld flash in the mold doubling 
part of the periphery edge of the contact lens which originate in invasion of a monomer ingredient in this 
clearance, and be generate may be prevent effectively. 

[0013] Furthermore, the third mode of this invention about the die for contact lenses In the die for contact 
lenses made into the structure of following said second mode It is characterized by considering as the 
cylinder side with a taper whose diameter is expanded gradually as the inner skin in this tubed fitting 
section inserted in the periphery side among both the tubed fitting sections of said female mold and said 
male is separated to shaft orientations from said cavity forming face of this female mold or this male. As 
opposed to the inner skin of the tubed fitting section inserted in the periphery side in such this mode in the 
connection side edge edge with the cavity forming face of the tubed fitting section inserted in the inner 
circumference side among the tubed fitting sections of sex both molds It can be stabilized further and can 
be made to contact according to an operation of the taper side given to this inner skin. By it said second 
voice — the prevention effectiveness of weld flash generating in the contact lens resulting from invasion of 
a monomer ingredient in the clearance between the tubed fitting sections of sex both the molds that can 
be set like may be attained much more effectively. 

[0014] Furthermore, the fourth mode of this invention about the die for contact lenses again In the die for 
contact lenses made into the structure of following which [ said first thru/or / third ] mode In the 
peripheral face of said tubed fitting section inserted in the periphery side among both the tubed fitting 
sections of said female mold and said male, it is characterized by forming the periphery press section 
equipped with the periphery taper side which spreads in the method of the outside of the direction of a 
path as it separates from said cavity forming face to shaft orientations. In such this mode, both the tubed 
fitting section of sex both molds is received by using a periphery taper side. It becomes possible to do 
easily the external force for making both [ these ] the tubed fitting section close. For example, by pressing 
fit in shaft orientations the tubed fitting section inserted in the periphery side to this press implement 
using the press implement equipped with the tubed or annular press inside the tubed fitting section 
inserted in the periphery side according to an operation of a periphery taper side — receiving — the 
perimeter — continuing — abbreviation — it becomes possible to do uniform external force easily toward 
the method of the inside of the direction of a path. 

[0015] Moreover, the fifth mode of this invention about the die for contact lenses In the die for contact 
lenses made into the structure of following said fourth mode The peripheral face of said tubed fitting 
section inserted in the periphery side among both the tubed fitting sections of said female mold and said 
male as the shape of a cylindrical shape with a stage from which the direction dimension of a path differs 
on shaft-orientations both sides which faced across said periphery taper side While forming a minor 
diameter cylinder peripheral face in said cavity forming face side of this periphery taper side, it is 
characterized by forming a m^jor-diameter cylinder peripheral face in this cavity forming face and the 
opposite side of this periphery taper side. It faces exerting the diameter reduction force on the tubed 
fitting section inserted in the periphery side according to an operation of a periphery taper side by pressing 
the tubed fitting section fit in shaft orientations in such this mode to the press implement equipped with 
the press inside tubed or annular like the above-mentioned, for example. It becomes possible to carry out 
by being stabilized easily by using the periphery taper side, minor diameter cylinder peripheral face, and 



m^jor-diameter cylinder peripheral face which were formed in the tubed fitting section in positioning and 
maintenance to a press implement of the die before and behind the press fit to a press implement. 
[0016] Furthermore, in the die for contact lenses made into the structure of following said fourth mode, the 
sixth mode of this invention about the die for contact lenses is located in the interstitial segment of the 
shaft orientations in said periphery taper side, and is characterized by forming the ****** projection of the 
undercut configuration which projects toward the method of the outside of the direction of a path »gair\ Ir. 
such this mode, while it will be prevented that forcible mold release of sex both the molds by which mold 
doubling was once carried out is carried out by taper operation of a periphery taper side in the direction of 
a mold aperture and the maintenance to a press condition is made more stable, the device for the 
maintenance to a special press condition etc. becomes unnecessary. 

[0017] Moreover, the seventh mode of this invention about the die for contact lenses Are in the die for 
contact lenses made into the structure of following like, and it sets in the tubed fitting section of said 
female mold, and the tubed fitting section of said male, which [ said first thru/or / sixth ] voice — By being 
made to contact mutually by shaft orientations on the occasion of mold doubling of these sex both molds, 
it is characterized by establishing the positioning device in which the insertion end position in the shaft 
orientations of both the tubed fitting section is specified. In such this mode, it becomes possible to be 
stabilized more and to set up the thickness dimension of the contact lens fabricated if the relative 
positioning accuracy in the direction of a medial axis of sex both molds may be secured advantageously 
and is the thickness dimension total of a shaping cavity. In addition, a positioning device really forms the 
outward flange-like section in the edge section by the side of opening of the tubed fitting section inserted 
in the inner circumference side among both the tubed fitting sections of a female mold and a male, and may 
be advantageously realized by the structure which this flange-like section is made to contact to the edge 
section by the side of opening of the tubed fitting section inserted in the periphery side, and is made to 
position. 

[0018] Furthermore, the first mode of this invention about the manufacture approach of a contact lens 
Using the die for contact lenses made into the structure of following like, after supplying a lens molding 
material on the cavity forming face of said female mold, mold doubling of said male is carried out to this 
female mold, which [ said first thru/or / seventh ] voice — Where it faced manufacturing the target 
contact lens by carrying out mold shaping of this lens molding material by the shaping cavity formed in the 
mold doubling face-to-face of these sex both molds and mold doubling of said sex both molds is carried 
out The periphery collet chuck extrapolated by this tubed fitting section inserted in the periphery side 
among both the tubed fitting sections in these sex both molds, By adopting at least one side with the inner 
circumference collet chuck by which interpolation is carried out to this tubed fitting section inserted in the 
inner circumference side, and making at least one side of the tubed fitting section of this female mold, and 
the tubed fitting section of this male transform in the direction of a path It is characterized by vanishing 
said clearance formed between the tubed fitting sections of these sex both molds, and making said shaping 
cavity seal. 

[0019] If the approach of such this mode is followed, the external force of the diameter reduction direction 
or the diameter expansion direction can be effectively done to the tubed fitting section of either of sex 
both the molds, or another side by using a collet chuck. By it It becomes possible to vanish more certainly 
the clearance formed between the tubed fitting sections of sex both molds, and to stabilize the shaping 
cavity made into the purpose, as a result the contact lens made into the purpose, and to manufacture with 
high precision. 

[0020] Furthermore, the second mode of this invention about the manufacture approach of a contact lens 
The die for contact lenses made into the structure of following the fourth about the above-mentioned die 
for contact lenses thru/or which [ sixth ] mode is used. After supplying a lens molding material on the 
cavity forming face of said female mold, mold doubling of said male is carried out to this female mold. 
Where it faced manufacturing the target contact lens by carrying out mold shaping of this lens molding 
material by the shaping cavity formed in the mold doubling face-to-face of these sex both molds and mold 
doubling of said sex both molds is carried out This tubed fitting section inserted in the periphery side 
among both the tubed fitting sections in these sex both molds is interpolated to the press implement 
equipped with the annular or tubed press inside. By pressing fit in this press inside said periphery taper 
side formed in this tubed fitting section, it is characterized by making this tubed fitting section transform 
into the method of the inside of the direction of a path, vanishing said clearance formed between said sex 
both types of tubed fitting sections, and making said shaping cavity seal. 

[0021] In such this mode, as compared with the collet chuck etc., structure makes the clearance between 
the tubed fitting sections of sex both molds blockade, and can form the shaping cavity using the easy 
press implement, and the equipment for contact lens shaping and simplification of an activity may be 



attained. 

[0022] Furthermore, the third mode of this invention about the manufacture approach of a contact lens 
again The die for contact lenses made into the structure of following the fifth mode about the above- 
mentioned die for contact lenses is used. It faces manufacturing the target contact lens according to the 
approach concerning the second mode about the manufacture approach of an above-mentioned contact 
lens. The inside diameter of said press inside in said press implement is set up smaller [ it is slightly larger 
than said minor diameter cylinder peripheral face in this tubed fitting section inserted in the periphery side 
among both the tubed fitting sections in said sex both molds, and ] than said m^jor-diameter cylinder 
peripheral face. While making the shaft-orientations edge of the press inside of this press implement 
contact said periphery taper side of this tubed fitting section and making this tubed fitting section support 
with this press implement by making this tubed fitting section interpolate in this press implement By 
pressing this tubed fitting section fit in shaft orientations to this press implement under this support 
condition, while carrying out abbreviation positioning and making it make said minor diameter cylinder 
peripheral face of this tubed fitting section hold in the direction of a path by the press inside of this press 
implement Said m^jor-diameter cylinder peripheral face carries out outer fitting immobilization of the press 
inside of this press implement across this periphery taper side of this tubed fitting section, and it is 
characterized by doing the external force to the method of the inside of the direction of the path to this 
tubed fitting section to this major-diameter cylinder peripheral face. 

[0023] The minor diameter cylinder peripheral face and periphery taper side which were formed in the 
tubed fitting section inserted in the periphery side in such this mode are used. It becomes possible to carry 
out positioning maintenance of the die with a press implement. Under the positioning maintenance condition 
of this die With a press implement, it can be stabilized, diameter reduction deformation of the tubed fitting 
section can be carried out, and it becomes possible to be stabilized in good workability and to perform 
formation of the shaping cavity by lock out of the clearance between the tubed fitting sections of sex both 
molds so. and from fitting of the press implement being carried out fixed to the m^jor—diameter cylinder 
peripheral face formed in this tubed fitting section, and the diameter reduction force over this tubed fitting 
section being continuously done, after the tubed fitting section is made to reduce the diameter with a 
press implement While the clearance between the tubed fitting sections of a die is stabilized in a state of 
obstruction and may be maintained, it also becomes easy to perform conveyance etc., while sex both molds 
had been made to hold in the mold doubling condition when the tubed fitting section of sex both molds is 
maintained by the adhesion condition. 

[0024] moreover, the second or third voice concerning [ the fourth mode of this invention about the 
manufacture approach of a contact lens ] the manufacture approach of an above-mentioned contact lens - 
- in the manufacture approach which starts like, it is characterized by to form said press implement in two 
or more locations where two or more processes for manufacturing a contact lens using said die for contact 
lenses are carried out fixed to the conveyance tray for conveying this die for contact lenses. In such this 
mode, for example as indicated by JP,8-1 92470.A, JP,9-19972,A, etc. A press implement will be formed 
fixed to the conveyance tray (pallet) which conveys a die in the state of mold doubling among two or more 
processes on the occasion of manufacture of a contact lens. By it It becomes possible for it to be 
stabilized in the mold doubling condition and to make it convey sex both molds on a conveyance tray in the 
condition [ that you made it hold firmly freely ] also under the condition except the mold doubling force of 
sex both molds, and the stability of the activity by the production process of each contact lens may 
improve. 

[0025] furthermore, which [ the first concerning / this invention / the above-mentioned die for contact 
lenses thru/or / seventh ] voice — two or more locations which give two or more down stream processing 
for manufacturing a contact lens using the die for contact lenses made into the structure of following like 
In the production line of the contact lens with which it connects with a conveyance means to convey this 
die for contact lenses, and two or more of these down stream processing was made to be given one by one 
The conveyance tray equipped with at least one mold maintenance hole said sex both molds are inserted 
where mold doubling is carried out mutually, and you are made to support is adopted. While making it make 
two or more locations which are made to support these sex both molds and give said two or more down 
stream processing on this conveyance tray convey one by one with said conveyance means An external 
force operation means to form said shaping cavity sealed by making at least one side of said tubed fitting 
section of this female mold, and said tubed fitting section of this male transform in the direction of a path 
where mold doubling of said sex both molds is carried out, and vanishing said clearance between the tubed 
fitting sections of these sex both molds It prepares in this conveyance tray and is characterized also by 
the production line which is made to hold these sex both molds fixed on this conveyance tray in the state 
of mold doubling, and conveyed them with this external force operation means. 



[0026] In the production line concerning such this, mode By having formed an external force operation 
means to make the clearance between the tubed fitting sections of sex both molds disappear in the 
conveyance tray, sex both molds in the condition [ that you made it hold firmly freely ] in the mold doubling 
condition also under the condition except the mold doubling force of shaft orientations Two or more down 
stream processing can be made to convey on a conveyance tray. By it While it becomes possible to make 
sex both the molds that carried out mold doubling convey easily among two or more down stream 
processing and the fabrication operation of a contact lens becomes easy, improvement in the stability of 
the fabrication operation of a contact lens may also be achieved. In addition, the inner circumference collet 
chuck and/or periphery collet chuck in the first mode about the manufacture approach of the contact lens 
which follows said this invention as an external force operation means in this mode, the press implement in 
this second mode, etc. may be adopted suitably. 
[0027] 

[Embodiment of the Invention] Hereafter, in order to clarify this invention still more concretely, the 
operation gestalt of this invention is explained to a detail, referring to a drawing. 

[0028] First, the die 10 for contact lenses as first operation gestalt of this invention is shown in drawing 1 . 
This die 10 is constituted by the female mold 12 and the male 14, and by carrying out mold doubling 
mutually, the shaping cavity 16 of a contact lens is formed in the mold doubling face-to-face of sex both 
the molds 12 and 14 as shown in drawing 2 . 

[0029] More, males 14 are suitable synthetic-resin material, such as polypropylene, and it is formed in the 
detail by being manufactured by the well-known resin fabricating method from the former, such as an 
injection-molding method, and has the central part 18 made into the heavy-gage approximate circle plate 
configuration in it. This central part 18 is made into the spherical shell configuration which the whole is 
made to curve and projects toward shaft-orientations one side (the inside of drawing 1 , lower part), and 
the convex shaping side 20 as a cavity forming face which carried out abbreviation correspondence is 
formed in the base curve of the contact lens made into the purpose of the convex side front face of this 
central part 18. Moreover, the barrel wall section 22 of the shape of a cylindrical shape as the tubed fitting 
section which is located in the method of the outside of a perimeter of the convex shaping side 20, and 
starts on a medial axis toward the center-of^curvature side, i.e., inside of drawing 1 , top of the convex 
shaping side 20 is really formed in the periphery edge of the central part 18. The peripheral face of this 
barrel wall section 22 is made into the taper side whose diameter the shaft-orientations bottom of this 
fitting peripheral face 24 expands slightly toward an opening side while the part covering the predetermined 
die length which starts from the lower limit section to shaft orientations is used as the cylindrical shape- 
like fitting peripheral face 24. Furthermore, while the flange-like section 26 of an abbreviation circular ring 
plate configuration spreads in the direction which intersects perpendicularly with a medial axis, and is really 
formed in the opening edge section of the barrel wall section 22 and the rigidity of the barrel wall section 
22 and the whole central part 18 is improving by this flange-like section 26, the direction of a medial axis 
and horizontal direction in the convex shaping side 20 of the central part 18 can be determined easily. In 
addition, let the connection side edge edge with the convex shaping side 20 in the barrel wall section 22 be 
the periphery section by the side of the shaft-orientations end of the fitting peripheral face 24 (the inside 
of drawing 1 , lower limit side) in this operation gestalt so that clearly from above-mentioned explanation. 
Moreover, in the male 14, in consideration of the quality of the material, member thickness and a 
configuration are set up so that the central part 18 including the convex shaping side 20 can demonstrate 
sufficient rigidity to the external force done on the occasion of mold doubling. 

[0030] On the other hand, using the same synthetic-resin material as a male 14, the female mold 12 is 
formed by the resin fabricating method an iruection-molding method etc. is well-known, and is made into 
the spherical shell configuration in which the central part 28 projects toward shaft-orientations one side. 
And the concave shaping side 30 as a cavity forming face which carried out abbreviation correspondence is 
formed in the front curve of a contact lens made into the purpose of the concave side front face of this 
central part 28. 

[0031] Moreover, the barrel wall section 32 of the shape of a cylindrical shape as the tubed fitting section 
which is located in the method of the outside of a perimeter of the concave shaping side 30, and starts on 
a medial axis toward the center-of-curvature side, i.e., inside of drawing 1 , top of the concave shaping 
side 30 is really formed in the periphery edge of the central part 28 of a female mold 12. Let the part 
covering the predetermined die length by which the inner skin of this barrel wall section 32 starts from the 
periphery edge of the concave shaping side 30 to shaft orientations be the cylindrical shape-like fitting 
inner skin 34. Moreover, the opening side of the fitting inner skin 34 is made into the taper side 38 whose 
diameter is slightly expanded toward an opening side through the level difference-like section 36 which 
spreads in the direction of an axial right angle. In addition, let the connection side edge edge with the 



concave shaping side 30 in the barrel wall section 32 be the periphery section by the side of the shaft- 
orientations end of the fitting inner skin 34 (the inside of drawing 1 , lower limit side) in this operation 
gestalt clearly also from above-mentioned explanation like. Moreover, also in the female mold 1 2, in 
consideration of the quality of the material etc., the thick dimension and configuration of each part are set 
up so that the concave shaping side 30 may not deform like a male 14 according to an operation of the 
force done on the occasion of mold doubling etc. 

[0032] Furthermore, the flange-|ike section 40 of the abbreviation circular ring plate configuration which 
projects toward the method of the outside of the direction of an axial right angle is really formed in the 
opening edge section of the shaft-orientations top of the barrel wall section 32. And by this flange-like 
section 40, while the rigidity of the barrel wall section 32 and the whole central part 28 is improving, the 
direction of a medial axis and horizontal direction in the concave shaping side 30 of the central part 28 can 
be determined easily. Moreover, the spacer section 42 which projects in predetermined height toward the 
method of the outside of shaft orientations follows a hoop direction, and is really formed in the shaft- 
orientations top face of the flange-like section 40 in two or more projection configurations which are 
circular ring configurations or were divided by the hoop direction. 

[0033] Moreover, the periphery press section 44 is formed in the connection side edge section with the 
central part 28 in the peripheral face of the barrel wall section 32. This periphery press section 44 is made 
into the shape of a cylindrical shape with a stage equipped with the periphery taper side 46 extended with 
a predetermined cone angle as it expands also to drawing 3 , it is shown and it separates from the central 
part 28 to the shaft-orientations upper part. In shaft-orientations one [ which faced across the periphery 
taper side 46 ] side While the minor diameter peripheral face 48 as a minor diameter cylinder peripheral 
face prolonged in shaft orientations with the outer-diameter dimension of abbreviation regularity from the 
minor diameter side edge section of this periphery taper side 46 is formed The m^jor-diameter peripheral 
face 50 as a m^jor—diameter cylinder peripheral face prolonged in shaft orientations with the outer- 
diameter dimension of abbreviation regularity from the m^jor— diameter side edge section of this periphery 
taper side 46 is formed in the shaft-orientations another side side which faced across the periphery taper 
side 46. 

[0034] In addition, the periphery taper side 46 is formed in the shaft-orientations lower part (central part 
28 side) rather than the connection side edge edge of the fitting inner skin 34 of the barrel wall section 32, 
and the concave shaping side 30 of the central part 28, and it is made to be substantially located in the 
periphery taper side 46 with this operation gestalt by the peripheral face of the central part 28. Moreover, 
the m^jor—diameter peripheral face 50 which begins to be prolonged in the shaft-orientations upper part 
from the major-diameter side edge edge of the periphery taper side 46 is formed by the shaft-orientations 
die length which results even in the method of the outside of the direction of a path of the fitting inner skin 
34 of the barrel wall section 32. Furthermore, let it be the inclined plane 49 of the shape of a minor- 
diameter-ized taper as the amount of [ of the convex external surface 51 of the central part 28 connected 
to the edge section of the shaft-orientations lower part of the minor diameter peripheral face 48 which 
began to be prolonged in a shaft-orientations lower part from the minor diameter side edge edge of the 
periphery taper side 46 again ] periphery edge goes to a shaft-orientations lower part from the edge 
section of the shaft-orientations lower part of the minor diameter peripheral face 48. 

[0035] Furthermore, the central part 28 of a female mold 12 is made somewhat larger than the central part 
18 of a male 14, and only the specified quantity (11x2 in drawing 3 ) is greatly set up rather than the outer- 
diameter dimension of the fitting peripheral face [ in / in the inside diameter of the fitting inner skin 34 in 
the barrel wall section 32 of a female mold 12 / the barrel wall section 22 of a male 14 ] 24. Thereby, to 
the barrel wall section 32 of a female mold 12, by inserting in the barrel wall section 22 of a male 14 from 
opening of this barrel wall section 32, the opposite location of the predetermined distance can be 
separated and carried out, and mold doubling of the concave shaping side 30 and the convex shaping side 
20 of sex both the molds 12 and 14 can be carried out now as shown also in drawing 1 . 
[0036] Moreover, by making it sex both the molds 12 and 14 located on the same medial axis under such a 
mold doubling condition, between the direction opposed faces of a path of the fitting inner skin 34 in the 
barrel wall section 32 of a female mold 12, and the fitting peripheral face 24 in the barrel wall section 22 of 
a male 14, a clearance 52 follows a hoop direction and is formed as shown also in drawing 1 and 3. 
furth ermore, the width method in the direction of an axial right angle of this clearance 52 — the value of 
the difference of the outer-diameter dimension of the major-diameter peripheral face [ in / as :I1 is shown 
in drawing 3 / a female mold 12 ] 50, and the minor diameter peripheral face 48 — if it puts in another way, 
it is made smaller than difference:l2 of the minimum half diameter size method of the periphery taper side 
46, and the maximum half diameter size method. 

[0037] Furthermore, mold doubling of sex both the molds 12 and 14 is faced again. By the spacer section 



42 of the flange-like section 26 of a male 14 and the flange-like section 40 of a female mold 12 piling up by 
- shaft orientations, and contacting it in the close condition Sex both the molds 12 and 14 are set as the 
thickness dimension of the shaping cavity which a relative-position arrangement of shaft orientations is 
performed, with the distance between opposed faces of the convex shaping side 20 of a male 14 and the 
concave shaping side 30 of a female mold 12 makes the purpose under a mold doubling condition. In 
addition, the positioning device in which the insertion enH position in the shaft orientations of both the 
barrel wall sections 22 and 32 is specified is constituted from this operation gestalt by the flange-like 
section 40 equipped with the flange-like section 26 in a male 14, and the spacer section 42 in a female 
mold 12 so that clearly also from this. 

[0038] And like ****, by sex both the molds 12 and 14 by which mold doubling was carried out doing the 
external force which goes to the method of the inside of the direction of a path from the exterior to the 
barrel wall section 32 of a female mold 12, and making the diameter of the barrel wall section 32 reduce, 
the fitting inner skin 34 in a female mold 12 and the fitting peripheral face 24 in a male 14 are contacted in 
the close condition as shown in drawing 2 . Moreover, thereby, the shaping cavity 16 of the contact lens of 
the fitting inside-and-outside peripheral surfaces 34 and 24 of sex both the molds 12 and 14 which the 
mold doubling part for a periphery edge was therefore blockaded closely, and was intercepted to outer 
space is formed in the die 10 for contact lenses which consists of sex both molds 12 and 14 between the 
opposed faces of the concave shaping side 30 of a female mold 12, and the convex shaping side 20 of a 
male 14. 

[0039] In here, it sets to the die 10 of this operation gestalt. From the periphery press section 44 which 
equipped with the periphery taper side 46 the peripheral face of the barrel wall section 32 of the female 
mold 12 inserted in the periphery side among both the barrel wall sections 32 and 22 of a female mold 12 
and a male 14 being formed, so that it may mention later Are more slightly [ than the outer-diameter 
dimension of the minor diameter peripheral face 48 in this periphery press section 44 ] large. By adopting 
the press metallic ornaments equipped with the press inside of an inside diameter slightly smaller than the 
outer-diameter dimension of the m^jor— diameter peripheral face 50, and pressing the periphery press 
section 44 of the barrel wall section 32 of a female mold 12 fit to these press metallic ornaments The 
reaction force of the periphery press section 44 made to contact to the press inside of press metallic 
ornaments It does toward the method of the inside of the direction of a path to the barrel wall section 32 
of a female mold 12, and diameter reduction deformation can be carried out and **** and this barrel wall 
section 32 can be made to press in the close condition to the barrel wall section 22 of a male 14 now 
(refer to drawing 19 and drawing 21 which are mentioned later). 

[0040] Next, 1 operation gestalt which carries out mold shaping of the target contact lens is explained 
using such a die 10 for contact lenses. 

[0041] First, drawing 4 is the outline model Fig. of the production line 54 of the contact lens using the die 
10 for contact lenses shown in the above-mentioned operation gestalt. this production line 54 — five 
production process:No.1-No.5 and them — each — the die 10 for contact lenses is conveyed one by one 
in the operation location of production process:No.1-No.5, and it is constituted including the transport 
device 56 as a conveyance means for making these production process:Noes.1-No.5 carry out one by one. 
[0042] The transport device 56 is constituted including the conveyance rail 60 which carries out guidance 
migration of the metal plate 58 and this metal plate 58 as a conveyance tray to a predetermined location 
as shown in drawing 4 -6. 

[0043] The metal plate 58 is formed of rigid material, such as a metal, is presenting the abbreviation 
rectangle plate configuration, and is arranged two or more sheets on the conveyance rail 60. Moreover, two 
or more mold maintenance holes 62 which have a circular hole configuration are penetrated and formed in 
the direction of board thickness at the metal plate 58. In addition, although especially a number, an 
arrangement location, etc. of the mold maintenance hole 62 are not limited, it is on [ of one ] a periphery, 
division-into-equal-parts arrangement is carried out [ as opposed to / at this operation gestalt / one 
metal plate 58 ], and four mold maintenance holes 62 are formed. 

[0044] Moreover, the annular projected part 66 as a press implement which projects in the method of the 
inside of the direction of a path covers the perimeter of a hoop direction, and is really formed in the 
abbreviation shaft-orientations interstitial segment of the moid maintenance hole 62 with the circular ring 
configuration prolonged continuously as shown also in drawing 7 . Furthermore, the annular press section 
70 which is located in the shaft-orientations lower limit section, and projects toward the method of the 
inside of the direction of a path is really formed in the inner skin 72 of the annular projected part 66, and 
let inner skin of this press section 70 be the press inside 64 which has the shape of a cylindrical shape of a 
minor diameter rather than the inner skin of the annular projected part 66 again. 

[0045] And while being made larger [ than the press projected part 66 ] than the outer-diameter dimension 



of the flange-like section 40 of said female mold 12 in the shaft-orientations top, the inside diameter of the 
mold maintenance hole 62 The inside diameter of the inner skin 72 of the annular projected part 66 is made 
larger than the outer-diameter dimension of the barrel wall section 32 of a female mold 12, and the whole 
abbreviation for a female mold 12 is inserted in by it in the state of hold to each mold maintenance hole 62 
of the metal plate 58. Moreover, the inside diameter is made smaller than the m^jor—diameter peripheral 
face 50 slightly more greatly than the outer-diameter dimension of the minor diameter peripheral face 48 of 
a female mold 12 as, as for the press inside 64 of the press section 70 which protruded on the inner skin 
72 of the annular projected part 66, the enlarged drawing is shown in drawing 8 . When inserting in a female 
mold 12 to the mold maintenance hole 62 of the metal plate 58 by this as shown in drawing 13 , the upper 
limit periphery section of the press inside 64 of the press section 70 of the metal plate 58 contacts the 
periphery taper side 46 of a female mold 12, and you make it support in same axle in the condition that the 
barrel wall section 32 carries out opening of the female mold 12 toward the upper part on the abbreviation 
medial axis of the mold maintenance hole 62. 

[0046] Moreover, on the other hand, the conveyance rail 60 is constituted including the conveyance rod 76 
and the rail fitting 78a and 78b of a pair. The rail fitting 78a and 78b of a pair is presenting the gestalt of 
the close-like annular way which separates a fixed opposite distance and extends in parallel, and is 
installed fixed in the condition of connecting the production process of a contact lens and extending, by 
being supported with two or more stanchions fixed to the pedestal which is not illustrated, moreover, to the 
rail fitting 78a and 78b of these pairs The superior-horn section by the side of a common-law marriage by 
forming the engagement slots 84 and 84 of the shape of notching continued and prolonged for an overall 
length, respectively, and inserting in the edge section of the pair in which the metal plate 58 carries out an 
opposite location to these engagement slots 84 and 84 It is guided by the rail fitting 78a and 78b of a pair 
at a rail longitudinal direction, the metal plate 58 having omission prevented. 

[0047] Furthermore, as an overall length is covered and the crosswise central part of rail fitting 78a and 
78b is extended under the rail fitting 78a and 78b of a pair, the conveyance rod 76 is arranged. This 
conveyance rod 76 has the male screw slot in the peripheral face, and a rotation drive is carried out with 
the servo motor which is not illustrated at the circumference of a medial axis, moreover, the slip block 80 
which equipped the conveyance rod 76 with the insertion hole 82 with which the female screw slot was 
formed in inner skin extrapolates — having — **** — this — it is acceptable slip block 80 and the thread 
groove is screwed with the ball-thread device to the male screw slot of the conveyance rod 76. And this 
slip block 80 has fixed on the inferior surface of tongue of the metal plate 58, and the metal plate 58 which 
fixed to the slip block 80 is made to move along with the conveyance rail 60 according to the **** delivery 
operation by the ball-thread device with rotation actuation of the conveyance rod 76 by it. 
[0048] Moreover, two or more processors for manufacturing a contact lens are formed in five operation 
tooth spaces between production process No.1-No.5 provided on such a transport device 56, respectively 
as indicated by the outline on the drawing, namely, in the operation tooth space of (i) production process 
No.1(86) The injection molding machine which fabricates a female mold 12 is installed. In the operation 
tooth space of (ii) production process No.2(88) The injection molding machine which fabricates a male 14 is 
installed. In the operation tooth space of production process (iii) No. 3(90) The impregnation machine which 
carries out mold doubling of sex both the molds 12 and 14 after injecting a monomer ingredient into the 
shaping cavity 16 of sex. both the molds 12 and 14 is installed, (iv) in the operation tooth space of 
production process No.4(92) The polymerization equipment which carries out polymerization of the 
monomer ingredient with which the shaping cavity 16 of sex both the molds 12 and 14 was filled up by the 
photopolymerization method, thermal polymerization, etc. is installed, (v) The fetch machine which sex both 
the molds 12 and 14 are made to secede from the metal plate 58, and takes them out is installed in the 
operation tooth space of production process No.5(94). 

[0049] Furthermore, it reaches production process No.1-3, and the supporting beam 96 which begins to be 
prolonged on these metal plate 58 supported by the conveyance rail 60 is installed in each operation tooth 
space of 5, respectively as shown in drawing 9 -10. Although this supporting beam 96 is well-known from 
the former and omits that detail here, as indicated by JP,9-19972,A, JP,9-24914,A, etc. According to the 
operation of negative pressure done through the air supply way 102 in the air supply pipe 98 and the tubed 
piston member 100 from a reduced pressure machine (not shown), while making a male 14 adsorb Under 
the condition of having made the male 14 adsorbing, a male 14 can be moved now by making the piston 
member 100 drive in the suitable directions, such as the upper and lower sides, with an oil pressure means, 
a pneumatic pressure means, etc. In addition, the adsorption pad 104 corresponding to the configuration of 
the open end of a male 14 or the flange-like sections 26 and 40 is fixed to the shaft-orientations lower 
limit section of the piston member 100. Moreover, in a supporting beam 96, various movement means, such 
as an articulated robot, can adopt suitably. 



[0050] moreover, in the operation tooth space between production process No. 5 It adds to the piston 
member 100 grade like **** as shown in drawing 11 -12. The press plate 106,106 which stops the 
crosswise both-ends edge of the metal plate 58 from the bottom, The bottom piston member 108 which 
begins to be prolonged under the metal plate 58 supported by the conveyance rail 60 is arranged. While 
making the convex side inferior surface of tongue of the central part 28 of the female mold 12 by which 

this bottom piston member 108 was inserted from the lower part to the mold maintenance hole 62 of the 

metal plate 58, and was held in the mold maintenance hole 62 adsorb in a negative pressure operation 
When this bottom piston member 108 projects and drives toward the shaft-orientations upper part within 
the mold maintenance hole 62, the female mold 12 arranged by the mold maintenance hole 62 can be 
extruded toward the upper part from a lower part, and it can secede from the metal plate 58. In addition, 
the adsorption pad 109 of a configuration in alignment with the outside surface of the central part 28 of a 
female mold 12 is fixed to the upper limit section of the press piston 108. 

[0051] And it faces manufacturing the target contact lens with such a production line 54. First, in 
production process No.1, while carrying out injection molding of the female mold 12 using an injection 
molding machine The adsorption pad 104 of the piston member 100 is made to carry out air adsorption, and 
the fabricated female mold 12 is transported above the mold maintenance hole 62 of the metal plate 58 
supported by the conveyance rail 60 from the injection molding machine, and is inserted in the mold 
maintenance hole 62 as shown in drawing 1313 . Then, a female mold 12 is made to support with the metal 
plate 58 by making the piston member 100 secede from a female mold 12. 

[0052] Thus, the female mold 12 you were made to support by the metal plate 58 By making the periphery 
taper side 46 of a female mold 1 2 contact to the press section 70 which protruded on the inner skin of the 
mold maintenance hole 62 of the metal plate 58, and positioning a female mold 12 according to the 
automatic alignment-operation by this periphery taper side 46 It is made to support in the condition that 
the barrel wall section 32 carries out [ a female mold 12 ] opening toward the upper part on the 
abbreviation medial axis of the mold maintenance hole 62 (to refer to drawing 16 ). Moreover, in production 
process No.1, a female mold 12 is inserted in to all the mold maintenance holes 62 in the metal plate 58. 
[0053] In production process No.2 continuing, while carrying out injection molding of the male 14 using an 
injection molding machine Like the female mold 12 in production process No.1, the fabricated male 14 as 
shown in drawing 14 The adsorption pad 104 of the piston member 100 is made to carry out air adsorption, 
and it transports above the mold maintenance hole 62 of the metal plate 58 supported by the conveyance 
rail 60 from the injection molding machine, and inserts in to said female mold 12 supported within the mold 
maintenance hole 62, Then, you make it support with the metal plate 58 by making the piston member 100 
secede from a male 14, where a male 12 is laid on top of a female mold 12. 

[0054] Thus, sex both the molds 12 and 14 you were made to support by the metal plate 58 When the 
flange-like section 26 of a male 14 piles up to the spacer section 42 which protruded on the flange-like 
section 40 of a female mold 12 and it is positioned by shaft orientations as shown in drawing 15 -16 While 
the gap which forms a shaping cavity between the opposed faces of the central parts 28 and 18 of these 
sex both the molds 12 and 14 is formed Few clearances 52 are formed also among both the barrel wall 
sections 32 and 22. By existence of this clearance 52 A male 14 can be made to secede from a female 
mold 12 easily toward the upper part by carrying out air adsorption of the female mold by the piston 
member 100, and lifting a male 14 up now. 

[0055] In addition, it sets under the condition which inserted in the male 14 to the female mold 12 
supported with the metal plate 58. The radius dimension of the press inside 64 of the press section 70 in 
the metal plate 58, The difference of the radius dimension of the m^jor-diameter peripheral face 50 of the 
periphery press section 44 in a male 12: 14 is slightly set up greatly rather than magnitude:l3 of the distance 
52 between opposed faces of the Fitting inner skin 34 in a female mold 12, and the fitting peripheral face 24 
in a male 14, i.e., a clearance. 

[0056] Furthermore, in production process No.3 continuing, by carrying out air adsorption of the male 14 
which was inserted in the female mold 12 by production process No.2, and was conveyed with the female 
mold 12 by the same piston member 100 as production process No.2 shown in said drawing 14 , and making 
it move up, the shaft-orientations upper part is made for a male 14 to secede from a female mold 12, and 
opening of the female mold 12 is carried out. Then, the impregnation needle 110 of a monomer 
impregnation machine is inserted into opening of a female mold 12, and the monomer ingredient 1 12 as a 
lens molding material is poured in into a female mold 12 through this impregnation needle 1 10 as shown in 
drawing 17 . And when checking having poured the amount of the purposes of the monomer ingredient 112 
into the female mold 12, as shown in drawing 18 The male 14 made to hold by the piston member 100 is 
again inserted in a female mold 12, and the need is accepted. By the piston member 100 Or the mold 
closing load of shaft orientations is done to sex both the molds 12 and 14 by another piston member which 



is not illustrated. Where the flange-like section 26 of a male 14 laid on top of the spacer section 42 of a 
female mold 12 and a relative-position arrangement is carried out by shaft orientations, after carrying out 
mold closing, by making the piston member 100 secede from a male 14 You make it support with the metal 
plate 58, where a male 12 is laid on top of a female mold 12. 

[0057] While making by this the shaping cavity 16 formed between the opposed faces of the central parts 
28 and 18 of sex both the molds 12 and 14 by which mold doubling was carried out fill up with the monomer 
ingredient 1 12 as shown in drawing 1 9 , through the clearance 52 between the directions of a path of sex 
both the molds 12 and 14 in the periphery edge of the shaping cavity 16, the excessive monomer ingredient 
112 is promptly led out of the shaping cavity 16, and is discharged. 

[0058] Under the mold doubling condition of such sex both molds 12 and 14, and by the piston member 100 
Or the press load of the shaft orientations pushed in in the mold maintenance hole 62 of the metal plate 58 
to a male 14 by another piston member which is not illustrated is done. By stuffing a female mold 12 into a 
shaft-orientations lower part within the mold maintenance hole 62 of the metal plate 58 with a male 14, a 
female mold 12 is stuffed into a shaft-orientations lower part to the press inside 64 of the press section 70 
of the metal plate 58 to the part which results in the major-diameter peripheral face 50 across the taper 
side 46. The press inside 64 of the press section 70 of the metal plate 58 is made by this to contact to the 
m^jor-diameter peripheral face 50 of a female mold 12. As the drawing force to the method of the inside of 
the direction of a path will be done to the barrel wall section 32 of a female mold 12, and this barrel wall 
section 32 will carry out diameter reduction deformation, with it is shown in drawing 20 -21 The fitting 
inner skin 34 of the barrel wall section 32 of a female mold 12 will be made to contact the fitting peripheral 
face 24 of the barrel wall section 22 of a male 14 in the close condition, and the barrel wall section 34 of 
these sex both the molds 12 and 14 and the clearance 52 between 22 will disappear. Moreover, when this 
clearance 52 disappears, it will fill up with the monomer ingredient 112 to the shaping cavity 16 which the 
shaping cavity 16 formed in the mold doubling face-to-face of sex both the molds 12 and 14 will be 
intercepted from outer space, will be made into sealing structure, and was made into this sealing structure. 
[0059] In addition, the major-diameter peripheral face 50 of the female mold 12 stuffed into the press 
section 70 of the metal plate 58 is made into the taper side slightly minor-diameteiHzed toward the 
opening side (upper part in drawing 20 ) of the barrel wall section 32 from the shape of a straight cylindrical 
shape of the beginning, when the barrel wall section 32 carries out diameter reduction deformation. So, 
******** from the press section 70 of the female mold 12 by the taper side is done between the major- 
diameter peripheral face 50 of a female mold 12, and the press inside 64 of the press section 70 made to 
contact there. By this, while a female mold 12 is held at the condition of having been pushed into the press 
section 70 of the metal plate 58 where the diameter reduction force by the press section 70 is exerted on 
the barrel wall section 32, the barrel wall section 32 of a female mold 12 will be maintained at a close 
condition to the barrel wall section 22 of a male 14, and sex both the molds 12 and 14 will be held at a 
mold doubling condition. In addition, an external force operation means to make the barrel wall section 32 
of a female mold 12 transform into the method of the inside of the direction of a path is constituted from 
this operation gestalt by the press section 70 of the metal plate 58 so that clearly from this. Moreover, 
under the mold doubling condition of sex both the molds 12 and 14 like ****, the fitting peripheral face 24 
of the barrel wall section 22 of a male 14 is close to the fitting inner skin 34 of the barrel wall section 32 of 
a female mold 12 in the field covering the shaft-orientations predetermined die length of the shaft- 
orientations lower limit part containing the lower limit side periphery section as a connection side edge 
edge. 

[0060] In production process No.4 continuing, like ****, sex both the molds 12 and 14 that were inserted in 
the mold maintenance hole 62 of the metal plate 58, and were held at the mold doubling condition are led 
to a black light etc. in the condition as it is, to the monomer ingredient 112 with which the shaping cavity 
16 was filled up, the predetermined time exposure of the UV light is carried out, and polymerization is 
performed to the monomer ingredient 1 12 as shown in drawing 22 . And after completing the polymerization 
of the monomer ingredient 1 12, sex both the molds 12 and 14 are conveyed to the field of production 
process No. 5 by the transport device 56 in the condition [ that you made it freely hold with the metal plate 
58 ]. 

[0061] In production process No.5 which are the final process of contact lens manufacture While laying the 
press plate 106,106 on top of the edge section of the crosswise both sides of the metal plate 58 and 
making the relief of the metal plate 58 prevent as shown in drawing 23 While inserting the piston member 
100 from the shaft-orientations upper part to the mold maintenance hole 62 with which sex both the molds 
12 and 14 were held in the state of mold doubling in the metal plate 58 While inserting the bottom piston 
member 108 from a shaft-orientations lower part and carrying out adsorption maintenance of the male 14 
by the piston member 100, adsorption maintenance of the female mold 12 is carried out by the bottom 



piston member 108. 

[0062] And sex both the molds 12 and 14 are made to lift and extract toward the upper part in the 
condition [ having carried out mold doubling mutually ] from the mold maintenance hole 62 of the metal 
plate 58 by making the bottom piston member 108 thrust up and operate to the shaft-orientations upper 
part by these pistons member 100 and the bottom piston member 108 under the condition of carrying out 
adsorption maintenance of a male 14 and the female mold 12 : as shown in drawing ?3 . In short, the press 
section 70 of the metal plate 58 you were made to attach outside the mauor— diameter peripheral face 50 of 
a female mold 12 is extracted to the periphery taper side 46 side, and the diameter reduction force by the 
metal plate 58 exerted on the barrel wall section 32 of a female mold 12 is made to cancel with this 
operation gestalt, as shown in drawing 24 . being shown in drawing 1 6 between the fitting inner skin 34 of 
the barrel wall section 32 of a female mold 12, and the fitting peripheral face 24 of the barrel wall section 
22 of a male 14 as the barrel wall section 32 of a female mold 12 will be restored in the diameter expansion 
direction, with it is shown in drawing 24 by this, and abbreviation — the same clearance 52 is made again 
discovered 

[0063] Then, the upper part carries out the mold aperture of the male 14 from a female mold 12 by making 
the piston member 100 which carries out adsorption maintenance of the male 14 displace up in the 
condition of carrying out adsorption maintenance of the female mold 12 with negative pressure to the 
bottom piston member 108. Then, the bottom piston member 108 is made to project further, while a female 
mold 12 is removed from the metal plate 58 and recovery abandonment etc. carries out it, the piston 
member 100 is made to move and a male 14 is transported to a recovery location in the condition [ having 
made the contact lens freely adhere to the convex forming face 20 ]. And in this recovery location, by 
using a suitable chemical or performing deformation which crushes a male 14 in the direction of a path etc., 
the contact lens 1 13 by which adhesion formation was carried out is picked out from a male 14 to the 
convex shaping side 20 of a male 14, and the target contact lens 1 13 is obtained by it. 
[0064] After carrying out like **** and manufacturing the target contact lens 113, it will be again returned 
to production process No.1, No.1 is supplied as it is, and it is made to make shaping actuation of the 
contact lens from No.1 repeat from considering as the annular way gestalt which the transport device 56 
which conveys the metal plate 58 to each production process closed. 

[0065] If the die for contact lenses of this operation gestalt like **** is adopted, mold doubling of sex both 
the molds 12 and 14 will be faced. From having made it make the periphery edge of the shaping cavity 16 
blockade using the external force done in the direction of an axial right angle independently of the mold 
doubling force While it can be effectively close in the mold doubling part of sex both the molds 12 and 14 
irrespective of the magnitude of the mold doubling force etc. and being able to form the shaping cavity 16 
with high precision so Efficiently, it is stabilized and the fitting holding power to the mold doubling condition 
of sex both the molds 12 and 14 can be acquired. 

[0066] Although the die for contact lenses as another operation gestalt of this invention is illustrated 
further partly hereafter, in the next operation gestalt, those detailed explanation is omitted by ****** 
which attaches the same sign as the first operation gestalt all over drawing about the member and part 
which were made into the same structure as the first operation gestalt. 

[0067] First, the die 114 for contact lenses as second operation gestalt of this invention is shown in 
drawing 26 -27. 

[0068] The female mold 1 16 in the die 1 14 for contact lenses of this operation gestalt is made more into 
the spherical shell configuration in which the central part 118 projects toward shaft-orientations one side 
(lower part in drawing 26 ) at the detail, and the concave shaping side 120 corresponding to the front curve 
of a contact lens made into the purpose is formed of the concave side front face of this central part 118. 
Moreover, it is located in the method of the outside of a perimeter of the concave shaping side 120, goes in 
the center of curvature of the concave shaping side 120, and the opposite side, i.e., drawing 26 , to the 
periphery edge of the central part 118 caudad, and the barrel wall section 122 as the tubed fitting section 
is really formed in it. While this barrel wall section 122 is made into the shape of a cartridge with a taper 
extended toward a shaft-orientations lower part and beginning to extend in a shaft-orientations lower part 
rather than the central part 118, the flange-like section 124 which spreads in the method of the outside of 
the direction of a path is really formed in the lower limit opening periphery section. Moreover, the spacer 
section 125 which projects in shaft orientations is really formed in the top face of the flange-like section 
124. furthermore — again — the minor diameter side edge edge of the barrel wall section 122 — if it puts 
in another way, the boundary parts of the peripheral face of the barrel wall section 122 and the concave 
shaping side 120 cover the perimeter, can be slightly projected toward the method of the outside of the 
direction of a path, and are closed. 

[0069] On the other hand, the male 126 in the die 114 for contact lenses of this operation gestalt is made 



into the spherical shell configuration in which the central part 1 28 projects toward shaft-orientations one 
side (lower part in drawing 26 ), and the convex shaping side 130 corresponding to the base curve of the 
contact lens made into the purpose is formed of the convex side front face of this central part 128. 
Moreover, it is located in the method of the outside of a perimeter of the convex shaping side 1 30, goes in 
the center of curvature of the convex shaping side 130, and the opposite side, i.e., drawing 26 , to the 
periphery edge of the central part 128 caudad. and the barrel wall section 132 as the tubed fitting section 
is really formed in it. While this barrel wall section 132 is made into the shape of a cartridge with a taper 
extended toward a shaft-orientations lower part and beginning to extend in a shaft-orientations lower part 
rather than the central part 128, the flange-like section 134 which spreads in the method of the outside of 
the direction of a path is really formed in the lower limit opening periphery section. 

[0070] And a male 126 piles up in same axle from the upper part as for which the concave shaping side 120 
of a female mold 116 carries out opening. It is [ with ] like, to the concave shaping side 120 of a female 
mold 116, the convex shaping side 130 of a male 126 separates predetermined distance, and an opposite 
location is carried out — having — making — sex both the molds 1 1 6,126 — mold doubling **** — under 
this mold doubling condition The shaping cavity 142 is formed between the opposed faces of the shaping 
side 120,130 of sex both the molds 116,126. 

[0071] In addition, by contacting the flange-like section 134 of a male 126 on the occasion of mold doubling 
of sex both the molds 1 16,126 to the spacer section 125 which protruded on the flange-like section 124 of 
a female mold 116, the relative-position arrangement of sex both the molds 116,126 is carried out by shaft 
orientations, and the thickness dimension of the shaping cavity 142 is designed. 

[0072] Moreover, let inner skin 136 of the barrel wall section 132 of a male 126 be the annular contact 
section 144 of the lip form projected to the method of the outside of the direction of a path rather than 
the production of the peripheral face 138 of the barrel wall section 122 for the upper limit edge of the 
peripheral face of the barrel wall section 122 of a female mold 1 16 while the cone angle is greatly set up as 
compared with the peripheral face 138 of the barrel wall section 122 of a female mold 116. By this under 
the condition the barrel wall section 132 of a male 126 carries out [ a condition ] extrapolation arrangement 
under the mold doubling condition of sex both the molds 116,126 in the barrel wall section 122 of a female 
mold 116 The distance between opposed faces of the peripheral face 138 of the barrel wall section 122 of 
a female mold 116, and the inner skin 136 of the barrel wall section 132 of a male 126 it separates from the 
shaping cavity 142 — it is alike, and it follows, namely, goes in drawing 26 caudad — the outei^diameter 
dimension of the annular contact section 144 of a female mold 1 1 7, while it is alike, and following and trying 
to become large gradually It considers as a minor diameter more slightly than the inner skin 136 of the 
barrel wall section 132 of a male 126, and between the annular contact section 144 of these female molds 
116, and the barrel wall section 132 of a male 126, few clearances 140 cover the perimeter and are formed. 

[0073] And it sets to the die 114 for contact lenses of this operation gestalt made into such structure. For 
example, after making a monomer ingredient supply to the concave shaping side 120 of a female mold 116 
and carrying out mold doubling of the male 126, the peripheral face 146 of the barrel wall section 132 made 
into the taper configuration of a male 126 is received. By pressing fit the press implement equipped with 
the annular press inside from the shaft-orientations upper part By exerting the diameter reduction force on 
the barrel wall section 132 of a male 126, and making the inner skin 136 of this barrel wall section 132 
close to the annular contact section 144 of the barrel wall section 122 of a female mold 1 16 The periphery 
edge of the shaping cavity 142 can be sealed and it becomes possible to be stabilized and to carry out 
mold shaping of the target contact lens with good dimensional accuracy, like the first operation gestalt, by 
it. 

[0074] Next, the die 150 for contact lenses as third operation gestalt of this invention is shown in drawing 
28 -30 in the condition of having made the metal plate 1 52 for conveying to a production line equip. This 
die 150 shows a different operation gestalt from the first operation gestalt about the external force 
operation means which is made to mainly reduce the diameter of the barrel wall section of a female mold, 
and is made close to the barrel wall section of a male. 

[0075] In a detail, the female mold 12 in the die 150 for contact lenses of this operation gestalt The 
peripheral face of the barrel wall section 32 is made into the shape of a cylindrical shape with a stage, and 
sandwiches the level difference-like section 158 formed in the shaft-orientations interstitial segment of 
the barrel wall section 32 as it expands to drawing 30 and is shown. While the opening side of the barrel 
wall section 32 is used as the m^jor-diameter cylindrical shape-like major-diameter peripheral face 160, let 
the mfiuor-diameter peripheral face 160 and the opposite side be the minor diameter cylindrical shape-like 
minor diameter peripheral faces 162 on both sides of the level difference-like section 158. 
[0076] Moreover, it considers as the two-layer structure which consists of a body sheet-metal implement 



164 and a press sheet-metal implement 166, these bodies sheet-metal implement 164 and the press 
sheet-metal implement 166 are penetrated in the direction of board thickness, and four mold maintenance 
holes 168 which make the die 150 for contact lenses hold are formed as the metal plate 152 is shown in 
drawing 28 and 29. Moreover, while insertion immobilization of the bolt nut 172 which both the sheet- 
metals implement 164,166 is made to pinch in the direction of board thickness to the body sheet-metal 
imnlem^nt 1 M a nW +ho r>™>oo .,ho-+-~-+3»l ;~ ? ! err;cnt ice --j ; 3 f. X3C J to t u srn s centra! part is oarried 



out, the relative pin 174 and the relative insertion hole 175 for alignment of both the sheet-metals 
implement 164,166 are formed in four corners. 

[0077] Furthermore, between the opposed faces of these bodies sheet-metal implement 164 and the press 
sheet-metal implement 166, the periphery collet chuck 170 is arranged in the surroundings of the mold 
maintenance hole 168 in the state of laying under the ground. The shaft-orientations upper limit section is 
constituted including the inner collet metallic ornaments 176 of a minor diameter and the outer collet 
metallic ornaments 178 of a cylindrical shape-like m^jor diameter which were divided in the hoop direction 
so that this periphery collet chuck 170 may be well-known. The outer collet metallic ornaments 178 are 
extrapolated by the inner collet metallic ornaments 176. With the body sheet-metal implement 164 and the 
press sheet-metal implement 166 By stuffing the outer collet metallic ornaments 178 into shaft 
orientations to the inner collet metallic ornaments 176 The diameter of the upper limit section of the inner 
collet metallic ornaments 176 is reduced by operation of the taper side formed in the peripheral face of the 
inner collet metallic ornaments 176, and the inner skin of the outer collet metallic ornaments 178. 
[0078] And diameter reduction of these inner collet metallic ornaments 176 will be done as diameter 
reduction force to the barrel wall section 32 of the female mold 12 by which interpolation was carried out 
to these inner collet metallic ornaments 176, with the barrel wall section 32 of a female mold 32 is made 
close to the barrel wall section 22 of a male 14 like the first operation gestalt, and sealing formation of the 
shaping cavity 16 is carried out. 

[0079] With such this operation gestalt, there is an advantage that it is possible to adjust easily the 
external force as diameter reduction force exerted on the barrel wall section 32 of a female mold 12, by 
having adopted the periphery collet chuck 170. 

[0080] As mentioned above, although the operation gestalt of this invention has been explained in full 
detail, these are instantiation to the last and this invention is not restrictively interpreted at all by the 
concrete publication in these operation gestalt. 

[0081] For example, in said second operation gestalt, it is also possible by expanding the diameter of the 
barrel wall section of a female mold toward the method of the outside of the direction of a path to make 
the barrel wall section of this female mold close to the barrel wall section of a male, and to seal a shaping 
cavity. 

[0082] Moreover, it is also possible for it to be screwed on the opening part of each mold maintenance hole 
62 in the body sheet-metal implement 164, and to adopt the press **** 188 which makes shaft 
orientations press the inner collet metallic ornaments 178 as it replaces with the press sheet-metal 
implement 166 adopted in said third operation gestalt, for example, is shown in d/awjng_31 . 
[0083] Moreover, it becomes it is also possible to separate two or more rate slots 192 which extend in the 
**** shaft orientations shown in drawing 32 -33 in a hoop direction, and to form predetermined spacing to 
the periphery press section 44 of the female mold 12 adopted with said first operation gestalt, and possible 
to adjust diameter reduction deformation of the direction of a path in the barrel wall section 32 of a female 
mold 12 by adopting such a rate slot 192. 

[0084] Furthermore, it is also possible for it to be located in the interstitial segment of the shaft 
orientations in the periphery taper side 46 of the female mold 12 adopted with said operation gestalt, and 
for the undercut configuration which projects in the method of the outside of the direction of a path to fall 
out, and to cover the perimeter of a hoop direction and to form the stop projection 1 94 in discontinuity in 
succession as shown in drawing 34 . This becomes possible to prevent the ejection from the press section 
70 in the periphery press section 44 of a female mold 12. 

[0085] Furthermore, the fitting inner skin 34 and the fitting peripheral face 24 of sex both the molds 12 and 
14 are good again also as the shape of a taper cylindrical shape which attached the suitable taper angle 
besides the shape of a cylindrical shape. Specifically by making the fitting inner skin 34 of the barrel wall 
section 32 of a female mold 12 incline relatively with relative predetermined cone-angle:alpha to the fitting 
peripheral face 24 of the barrel wall section 22 of a male 14 as shown in drawing 35 The clearance 52 
gradually extended as it separates from the concave shaping side 30 to shaft orientations as it forms 
between the barrel wall section 32 of sex both the molds 12 and 14, and 22 or is shown in drawing 36 the 
fitting peripheral face 24 of a male 14, and the fitting inner skin 32 of a female mold 12 — shaft- 
orientations line:l parallel to the medial axis of sex both the molds 12 and 14 — receiving — respectively 



predetermined cone-angle: — by making it incline with beta and gamma (beta<gamma) You may make it 
form the clearance 52 gradually extended as it separates from a shaping cavity (16) to shaft orientations 
between the barrel wall section 32 of sex both the molds 12 and 14, and 22. When the barrel wall section 
32 of a female mold 12 is made to reduce the diameter by adopting the fitting inner skin 34 of the shape of 
such a taper cylindrical shape, a connection side edge edge with the convex shaping side 20 in the barrel 
wall section 22 of a male 14 may be more certainly contacted to the barrel wall section 32 of a female mold 
i2, and the periphery edge of a shaping cavity (16) will be stabilized further, and may be specified. 
[0086] In addition, although listing is not carried out one by one, unless this invention may be carried out in 
the mode which added modification which becomes various, correction, amelioration, etc. based on this 
contractors knowledge and such an embodiment deviates from the meaning of this invention, it cannot be 
overemphasized that it is that by which all are contained within the limits of this invention. 
[0087] 

[Effect of the Invention] In the production line made into the structure of following the manufacture 
approach of a contact lens and this invention according to the die for contact lenses made into the 
structure of following this invention so that clearly from above-mentioned explanation, or this invention 
approach From the ability of the periphery edge of a shaping cavity to be made to blockade by making the 
tubed fitting section of sex both molds transform in the direction of a path As compared with the case 
where the die of the structure of making the periphery edge of a shaping cavity blockade using the 
conventional mold doubling force is used, it becomes possible to manufacture the target contact lens with 
close dimensional accuracy. 
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DESCRIPTION OF DRAWINGS 



[Brief Description of the Drawings] 

[Drawing 1] It is drawing of longitudinal section showing the mold doubling condition of the female mold 
which constitutes the die for contact lenses as first operation gestalt of this invention, and a male. 
[Drawing 2] It is drawing of longitudinal section showing the condition of having formed the shaping cavity 
in the die for contact lenses shown in drawing 1 . 

[Drawing 3] It is drawing of longitudinal section expanding and showing the important section of the die for 
contact lenses shown in drawing 1 . 

[Drawing 4] It is the approximate account Fig. showing the production line of the contact lens using the die 
for contact lenses shown in drawing 1 . 

[Drawing 5] It is the top view showing the transport device which constitutes the production line shown in 
drawing 4 . 

[Qrawmg 6] It is a VI-VI sectional view in drawing 5 . 

[P_rawjng_7] It is drawing of longitudinal section showing one production process of the production line 
shown in drawing 4 . 

[Drawing 8] It is drawing of longitudinal section expanding and showing the important section of a 
production process shown in drawing 7 . 

[D_rawing_9] It is the top view showing one production process of the production line shown in drawing 4 . 
[Drawing 10] It is a X-X sectional view in drawing 9 . 

[Drawing 1 1] It is the top view showing one production process of the production line shown in drawing 4 . 
[Drawing 12] XII— XII in drawing 11 It is a sectional view. 

[Drawing 13] It is drawing of longitudinal section showing one production process of the production line 



shown in drawing 4 . 

[Drawing 14] It is drawing of longitudinal section showing one production process of the production line 
shown in drawing 4 . 

[Drawing 1 5] It is drawing of longitudinal section showing one production process of the production line 
shown in drawing 4 . 

CP/awjng .16] It is drawing of longitudinal section exDanding and showing 
production process shown in drawing 15 . 

[Drawing 1 7] It is drawing of longitudinal section showing one production process of the production line 
shown in drawing 4 . 

[Drawing 18] It is drawing of longitudinal section showing one production process of the production line 
shown in drawing 4 . 

[Drawing 1 9] It is drawing of longitudinal section expanding and showing the important section of a 
production process shown in drawing 18 . 

[Drawing 20] It is drawing of longitudinal section showing one production process of the production line 
shown in drawing 4 . 

[Drawing 21] It is drawing of longitudinal section expanding and showing the important section of a 
production process shown in drawing 20 . 

[Drawing 22] It is drawing of longitudinal section showing one production process of the production line 
shown in drawing 4 . 

[Drawing 23] It is drawing of longitudinal section showing one production process of the production line 
shown in drawing 4 . 

[D rawing 24] It is drawing of longitudinal section expanding and showing the important section of a 
production process shown in drawjng 23 . 

[Drawing 25] It is drawing of longitudinal section showing one production process of the production line 
shown in drawing 4 . 

[Drawing 26] It is drawing of longitudinal section showing one production process of the contact lens using 
the die for contact lenses as second operation gestalt of this invention. 

[Drawing 27] It is drawing of longitudinal section expanding and showing the important section of a 
production process shown in drawing 26 . 

[Drawing. 28] It is the top view using the die for contact lenses as third operation gestalt of this invention 
showing one production process on the production line of a contact lens. 
[Drawing 29] It is a XXIX-XXIX sectional view in drawing 28 . 

[Drawing 30] It is drawing of longitudinal section expanding and showing the important section of a 
production process shown in drawing 28 . 

[Drawing 31] It is drawing of longitudinal section corresponding to drawing 30 showing one production 

process on the production line of the contact lens as another example of this invention. 

[Drawing 32] It is the cutting-into-half sectional view showing the female mold which constitutes the die 

for contact lenses as another example of this invention. 

[Drawing 33] It is XXXIII-XXXIII sectional view in drawing 32 . 

[Drawing 34] It is drawing of longitudinal section expanding and showing the important section of the die for 
contact lenses as another example of this invention. 

[Drawing 35] It is drawing of longitudinal section expanding and showing the important section of the die for 
contact lenses as still more nearly another example of this invention. 

[Drawing 36] It is drawing of longitudinal section expanding and showing the important section of the die for 

contact lenses as still more nearly another example of this invention. 

[Description of Notations] 

10 Die for Contact Lenses 

12 Female Mold 

14 Male 

16 Shaping Cavity 
20 Convex Shaping Side 
22 Barrel Wall Section 
30 Concave Shaping Side 
32 Barrel Wall Section 
52 Clearance 
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immm i 3 BSifctKHff*©* + tr^ ^ mmsimx.it 

* + f 7- <jfrf8,ffiffll,ca>iip b U>X©jj£fl5*i*tr:r 

mcc *j w i, * + tr ^ ■< Btffflom mftijic *s i> x •en-e 

titt*iRi-*©ffll«:iPi36>-o-cgtf*«f«Bc^«p*l»t 

<Dmittttfamf&l££mcmr>Xfc&zmilMBl8.Z n 

< 4 1— -5 C 4 fc J: tgMi 
flBfeS-ST. ^ft£ii«£iMM©+i'b'^ffM;ffiP^® 

[»*12 3 l»EillBtPiai*S^to-ttL/fcWB-c. tt 
IEH<D«tt«t^» 4 ltitB©fftttti£aiKD4>tt < 4 1> - 
**a#l^{cS6JK3-tt4Ci«:J:r»T. ^-n 6 AIM 4 It 20 

4ttKdfflc*C* S»illSXtttttt3S©«5iB* + t'r- -< 

OT£©ttttflHMtfli;w. ^n£fltM4ii52©Mf§5tm 
i 3 3 mmm t mmmo mmvtw&my 5 

i imm 4 3 BuieiatM 4 m^HmomittM^ffcD 5 

*> Jf MMtC f&ifc-it?*? if 6 ft ft: b? lEfiftKtSr&as©^® tc 
-9'CS*|$i^Cca;3j««J^H'f— /-cffiftfllitftJI-JSJpff 

gp^jBfiSu/cit^ 1 nm.3 ©Nn^KiBtg©^ ^ 

[ flt$3( 5 3 w%mM 4 B>FlBtiM©M©«K^gi5© 5 

&&\-m?'-'m<r>&* ttf-/ 4S*J-ffiiJ«:*&R 

jgW§®*^J&l.ft:i&^4K:iB*R©:3>*i> h U->X 

BViomktbzmzBm l tcsn&m 4 gcibis© ^ 

[1*3^39 7 ] gJIB«IS!©tgrKK^SP4|!riBttS©|gi1* 50 
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ttr-^SWIr 4^1 v-r- .Z. t l(W*ttlH3 WI/7Vt<l-^*->-lJ-£r J . T Sib 
IV\ I l hi>*viw >• • * -» » * I in' i- . — , — . — . i _ . „ 

*(*I-CS^tc^-a-bS>6nsC4JCJ:f5. MWHK^ 

fcgftWftiBiWSB 1 ftM6©{5JttaHCiBiE©=i>£ ^ |- u 
>Xfflt£ffm, 

[g»*3l8 3 «#^17bM7©{6in*HClBig©n>^ 
p h UVXfflj&JgMfcflU,*. l?IB«®f©+ + f ^ ■* BfS, 
W±lc v > Xfi&fcfcmSrgW* U ftiS^c^if MtcmilBiiS! 
^I^fc-ttUT. ^•ni=>iBiaiMM©M'^toifffiP^IK:^fiS 

milB«MS ; &S!^t)-t*L/fti«*J-C, *n6i«MMK: 

l/^F^ts t>L<r>'}>ts. < 4 L/r> teilM 

a*rsjfc^$-a-4c4K:«to-c. -?-tip>«iiM©is 

+ -pt'7 : -^^K-a-L/»SC4*!|f®4-rS3>^d' h 

[ sn&m 9 3 is*^ 4 jbm 6 ©{Bjn*»fct bis© 3 > f 

2fttcl&B**Zf-4X&l>>Xm}tfWZ*:--)\'\rm 

B-rzcttcz-ixmmt-rz^i'Zi'b i<>x*m& 

WKB^fflJ*. aHK7$Stt«tt©ffEEl^*«*fcJ¥E 
*{C>PtL/-CF«3»L.r. R1git^K^SPKJgRS§nft:friBn 
Jg7 i -Affi*i^ffIlF«3M(cBEA^5C4fc <: fcO. WRftS 
«S^»*S*ifij|*i*tt:^S-&r. mifB«litiSISi©®« 

>X©i33t^ffi„ 

[HN8S10 3 gi*3S5(csBt8©3>$^ FW>XM 
RSJf^ ; &fflt>. 1**^9 (CIB*g©=i>$ ^ h U>X©S3 

jg^aicfi!otaw4T-5=i>f * h u>x*«as-r* 
fnEffffj*K*jw*»rafawm©rta-*ft*. wis* 

6ftfc«Eiar««c^aiJK:*iw*miB/haniwM-HiHJ: •? 
mfricxt < j.ogtriB^aRis^giMJ: o fc/h^ < ®m 

b. feO«K^g|3?riaffEE*K:F f i}f-ti-Lis6SC4«:J:o 



(3) 

3 

u>X<D»JS*ffi«:*5i/^'r, 10 
[»JfcJl 1 2 ] SfjRJI 1 7bM7 ©faft^CffiiSCDrn > 

OTEiswai*m* s«* c t 9 s n/ttuie^* 30 

[0 00 1 ] 

* h U>X©«J&7-f >&c^o, flE»*+^^ 40 

©if ja*ai$*£j£ L/ x mm-& ufetiwit^ jBt^ofiR 

[0 00 2 ] 

y'tyv h ZJ-fvfttiib&ts. mc 0 ) (DM so 
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4 

u > xmmn t l x <om m<d * s v u n % ?m u x , 

[0 0 0 3 ] tCZX, ^-frV&Xte. \s>X9]-m<D 
^pW*^3>^^ hu>X«:*jWS^i;«ojiRJI$^ 

[0004] fct, ccDct^ttraa^sstte-rsfc* 

#<&BS5 9 -2 94 1 1 -2 7 0 5 1 

[0 0 0 5 ] Lft>0tttf6. cn61f<&aS5 9 - 2 9 4 
1 1 -9^*fMH*2 - 2 7 0 5 1 7^l8fKHm3 

4^ig^e>nr, ^^^b'^^, 



5 

» r=t > *-fc * v t-f-r r4-t An /T\ sr\±LL'm't>754-i3\ -J^-tTfTZIL' — 2 j- L V- _ 

[0006] Jjn*r, ±&<Dtu£, iniitMSccfcw*^ 

[0 00 7 ] 10 
[0 00 8] 

[ooio] co<t ^ tt*j»»cc8e9 «jfit ztitc^ > 



WBB 2 0 0 3 - 9 4 4 5 8 
6 

mimmztiWx. JS^ + tr^-zM^r^^^ns 

max-omgfomicm^x . «atwai«Dtt*rfii(c45W 
[ooi i ] *«^tc^^=i>^i/ f u>xmi& 

&. SB. iS^©^)S*i. M©«l4iLrSf®(cffffl 

-ttwea^. 3o^-)5ssMa> ^^mwms< 

[00 12] Sfc, hU^XfflfiSJfcgCCMT* 

nft:3>$47 h U>XfflJiKffJM(c*s^r. BtJlBlKliiMM 
^M-^fc-a-b/ct^-c. ^^©j^tt^SPiKiiM© 
fStfcli*£!H5©4>& < 4t— #*S*lSl{CSBg3-tt*C4 

K«M©tiriB+ ttf^ bj&w t <DmwMi&msn& . * 

». «!4iMS©Mtgi!yi^gi5lffl©BSia*5^++tr^^ 

+ ^7 u -f^©Bgp*«iHijg3n4ci*>6. *>*>SBfiia^ 



C5) 



tttcRSihsftf**. 

[0 0 13] h U>XfflfiS0S{CWr 

^J^<PifffitttK£tf e> 5 « ^jnM(cKaMM>46 ft 
(iff B * + f -r -r mSffifr 6 #73 (6] Kfit ft £ fcgf o 

5 % rtJUffliKc&S^fr-tt 6 ftfcfiStKifc^SB©* -e tff - v 
^JAS&OSttfflMMKffif:. **«««:»[«>£*>* 6ftfc 

> <B©flWK J; o r-HSS o r ^ig 3 -a- s c t 

[o o 1 4] jg«:gfc> zi>z? hvyxmsSBmcm 

fS*«9li©»E3©»«tt. Mia^-7!)M^H©f5Jft*> 2 0 
©/g*iK:S£5flij££i*ft;fc:3>* h visxmm&mc 
fet, > r . ttl 5igM £ ifiBif M©MffitK«&^aiS© 5 % J* ffl 
M(C &at>£ft i± 6 ft B?ISH5«K^SP©^iaffiK: 

JIBS UfcC C©<fc3tt#»8Kc*Hr»T 

«6©^**if^cS(S-rc;t*SpJfi6ift4©T*'3 > 0« 
*.«. l§i«7^M(i^©ffEF t 3ffi ; Srfit^fcJfE**ffl 30 

ffltCct-^r^JiffliJicK^to-ti-eftircfgj^K^g^c^L . 

[0015] ifc, n>£d? h U^X/B^MKMT* 
*%W©m£©J^«> fflfE*Q<Dfi&iSt<:& 5« S£<L $ 

ftfc3>$* h u>Xffl)S^MK:tet,ir. B5fBfflls<hmr 
IBitM©MfgfttK^I3© 5 %^fliJtcKJ*^to-&6ftfc 
mffEfSjtt^^©^®* . Wi%mm7--'m*$kMc 40 

tt*i^lWt:s*i^^is<o*ttiaftniBf»tt4 t/c. 

&*1-ja?--^"ffi©i?IE* + f ^ ^ J&SMJtc/h&RlBf^ 
©in < !8ft«7!»M«?ltS©Jf J3Ertffl*« A/cffEAM:*!- U 

■cmttK^as^iATj^KiiA-r -5. c t icxwmf—** 
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IBIVVPAPPH'WI/M*' ' 



[0 0 1 6 ] MK$/c, =i>*^ hU>XfflfiRJgSSCcH 
[0017] J/c 3>^^hU>XMMW^ 

*—mmvx. BE7^>^K»ft % ^«WJtcK»^to 
■tt ^> nfc««K^<0HP«o*i»B|5K:» U r as 3 i± 

r K u > XfiBKt**** * - & f isbt ^ciWotg 



C3 



K^fJt5CtKJ:^t. -eft 

[0019] c©«t: ^ a*fflwo35rt*{cse*»a:. 3 u v 



(6) 

9 

[0 02 0] S6tC. 3>^^ h U>X©S!{j§^3^cH 
* - ;l/ K fiEJfJ-r £ c t ic «fc o r S <L -T -5 a > # * 

[002 1 ] C©=fc 5 &:$£g*£CC*sl,>-C«, 31/^? 
; &ffJfiS-r-SCi^tH5fe'5©-CS>'3. 3>£?hU>X 

[0022] m.t>C&tc. h\s>X<DWm.-ft&<<C 30 

< &^>mu±®mmmm& »> t /ns < kje u em* 

*©f¥ff ft ffi©##fa^|5£f£ffiittt«£gB© S?iBS4 Jl f- 

jet ^■c«[«!KK^aj©«ria'j^RiBfii-fflffl*a*ffl-c 

^»*Ba¥BEAKStU-CiWSnaiK:EEAr4 C <fc*C «t 0 . 

^E*©jfEErtffl*»«tt«!^a5©«5i-af'-- ^'s^ 
©^^sts-rci^^t-r^,. so 
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10 

MS?©0^«r^gf5rfl©Krfl©K^fC«fc fcfiJBB* + tf f - -f 
n/cf§. ISIi}«K^gi5«cjf5^sn/c^:SRfgi^®HK:*f 

(c . diiitws!©igFK«c-^*ne*tfc*!i{c^F $ n s c i 
{c «fc -3 -ciiiatiiiia*a^b*tt«K«jttt b&tcts-c 

[0024]Jfc, f h U>X©|?jS*ft{CM-r 

•5*f6l8©^EH©ffi«». ±M<D 3 > 3? i7 h U > X©IS 

h u>x*fjjs-rs/c»©tt»©xg3&^sfe3nsisss: 

©»3f(C|g3>^^ h u>Xfflfi£m«r*KM-r4it»© 

#itt4, C©<t^ife2|sSgfilK:*Jt,>-C«, t?iR 
«. - 1 9 2 4 7 1 9 9 

7 2#&&3?tCi5S&3tt-Ct,>-5J:5K: > n>£?|-U> 

xcDsait k k L/ rsas ©ie^ -cfisea* a^fc 
@S^c^we>*isci<t^s©-c*»3, -enfc^o 

ttot, -&3>^i'hu> X©i? jtifir©^©^^ 

[0 02 5] 5 6tC. fl«KE©n > i? ^ h U> 

i7 1- ix>x«rS3j§-rsfc»©ig^t©®axg?rte-rffi^ 
MS*5:^-tt u©Tftjiait^cD^ffix^?:is-rjsist©is 

5i«K. friBflBtBSi&^tD-ti-Lyfct^fiS-CSElBgS© 
«WElWttBc^4l(tttS©^«f««c^8IJ©4><C< i 

— ^*a*i^«cSE»s •»r»«tttPIS©«ttK^WnB«: 

few sfrffii^ra*tH*s-»* z c t tc «fc 9 ®m § n/ctusa 



C7> 

XL 

[0 02 6 ] C©cfc5tt*l»««:fiR4l!tJfi^^>0C*j^ 

tWtc»Htcfia^u»fcS5*otttt'r. Stat Fu-tc 

J:^r«»©»KacclR^L*4Ci36«a*4©-C 10 

Hu>xo)«»fai©asett©rti±*>ia6ti»*. a 

HUH— OJWUcfetfifliffiRairaW, 

[0 0 2 7 ] 20 

[0028] m i *#mi!<d»— (omtmn 

^R^n^ct 5CC&oT0>a. 30 

[0 0 2 9 ] J:9f£»cte> ill 4te, #U 

L/T©BSRj«}KW<0WSaB2 2 
JflcShT^S. C©«fSaB2 2©i1-HtB«, T48SW>6 

«£W3ffi2 4<fcS*rr:t>a£*K:, »K^fJSffi2 4 

ffiiSnrc^a. Jgcc % !BiSffl2 2cDBBP«i«8BK:tt. 

*rfiitcj£*«or— (*»JiJE$*ir*5»5, ^*77^tt so 
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tt#|3j±SftTl»*i*K:, **SP# 1 8 <DOtft&7gffi 

so«aflc»ffi2 o &(D8snfflwi«w«. &&9tmm2 4 

[0 0 3 0 ] — Hai2tt, M14 iHI«a^J« 

otM^nr^o, *©**a$#2 8#, ttr&ifii— ^ 
Kfafo^x&m* stix^z. ^or, c 
©**gR»2 8©M®M^c^^r, gw<h-r€>^>^ 

[003 1 ]*^ ill 2<D*P££m2 8 <D*f JSifiSB 
3 0 Offif t'Ml IP^H 1 ^<D±mitfafr^Xfy(M 

ti^cffist ^7-^*13 8 i ^nti^ 9 a*j, _t 

MSP 3 2 CC*$WSIH«fiBKffi3 0 i(D«J^{W»SSP«. 
®&fomW 3 4 CD? «MM (SI*, T*WJ> ^ 

Artmmc m&fr&^fcmoxmiztizjjvftmic 

[0032] $ 6&c, Wiisp3 2 <D$b^±m<oma^ 
mmat. nm.n^ftftttfafr^x&ar&toPim^ 
jg«©7-7>^ttap4 o*s— w^nn^o ^o 

t. CO7^>^t«SB4 0CCj:o J C, t8f|gSP3 2 
^2 8cZ)^*©P«[tt3WfiI±S*iT^4i*«:. **§P 
^2 8<D0fltt^fJE3 0^C^a*^tt^^K¥^ 

[003 3] SEfc, 1WWW3 2(D«-«B«:teW***» 

»2 8 t<ommmmmat. 9\>mwK%H4 a tmoLSti 

tt^o C<D^ilJfJEgP4 4«, 0 3tCtfi£AUr^3 



(8) 



13 

ai»*6^©W^ri»|fl||K:8ff4/J«R 
^JBf-wtffi4 6**^W^tt*©«cctt, IS 

[0 03 4] ttte, t*. WS^~^'B4 6 

©MSP 3 2 ©B^rtJHB 3 4 <h * 2 8 <DWtR 
03&B3 0 icDg^ffliJffi^SPJ: 0 fc*bWjT# (**SB 
#2 8{|J) CCJKjffiStirteO, ^KW«C*3feaB»2 8© 
^f/lHCC^il7 u -^'S4 6**ffiHf Lfe6titC^ 0 * 
ft:, ^S^-^*B4 6(D^Sffl9ffiJSSB^6«l^rSl±^tC 

^SP&cg^$n^>**g|5^2 8<MSRfl-B5 

^^«ffi4 8©l(WfilT*©»l»»*6tt* 

«T*«:tf < «:«e-5r/j^fc-r4^-^«cD«Wfffi4 9 

[0 0 3 5 ] $ e>CC, fiSMl 2(D**8|J^2 8«, it 
1 4<D**g[S#l 8 J: 5 fc— < SttTteD, 
Ml 2C01BSSB3 2tc*jW*K^rt/Sffi3 4 0ftSxN£ 
SIM 1 4 CDfgfUgP 2 2 Kite 4 K^Hi 2 4 ©if 
S\fi£cfc 0 fc^f^S (03 1 1X2) fc»jz* < R 

&c ami 2 (ommffl 32 oc^ur, gdgrngp3 201a 
□areata! 1 4<DjgfnaJ2 2*sK*iitfc<hK:j:o 
r % «t^s 12, 14 opottJA^n 3 0 1 e&aam 

[0 0 3 6 ] 5ttS^to-&««Tt?i«ttW 
112, 1 4*13— ^Mili±tCfl[aitU«&4C<btCj; 
5, HI, 3K:fc7n3*rci>4J:5K:, d*M 1 2 ODfgffi 
SR3 2CCteW*Bc^rtJaffi3 4 itMl 4 CDg[M9$ 2 
2tcteW5«^W-Jaffi2 4i©S*rolStrnlffilBK:«, RR 

£o JSfC, C©(WB5 2©»aft*ftKteW4tt-*ffi : 
1 H3tc^3hTl*4J:5{c, iKSl 2 6cteW4 
*SJ4affi5 0 i/hSnJ3B4 8 ©j*gTfffi©ii<DfflL 

[0 0 3 7 ] JlteSfc* iBttiMSl 2, 1 4(DS^b-t* 
CClBUrtt, tlSl 4C0^^>^gP2 6ifllSl 2 CD 
7^>S*K8B4 OcD^-^-lfSIH 2^tt*rSiTfi*a^to 
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ffi2 OiflSSl 2<DKlt^X0ffi3 o <D*iftwmvmt>K 
#H*fi?&«-ctt, M1BS8B2 2 , 3 2oymifaX(Dfa#> 

577>y«»2 6i, RSI 2fcfcWS*'*— MB 4 

[0038] fit, ±^cd*p< s^to-a- s nytimttw 

10 112, 1 4tt, ttll 2 OISSSP 3 2t f C*tLXftB& 

6S*ieirt*«:rai^5«-**atf uriBf*»3 2 *fits 

if L^eciOCckO, B2CC7}*3ft"Ctr>4J:50C, tftSS 
l 2 0cteW4K^rtjgffi3 4 titStl 4&CteWS«^i* 

jaB2 4^af«tfc«r^«sns<t5u:3tcor^4. £ 
h isyxmmm 1 0 tea, aim 1 2 cdimi«^B3 0 

ilil 4®i5««»ffl2 0©»i5jffllHtetei>T:, ittit 

MSI 2, 1 4<Dtfc&rtj*/gffi3 4, 2 40WcJ:o 

20 L,xwm$titc^>2 2 h i>>x<Dtim* + vr<{ 1 6 

[0 0 3 9 ] C CCCtet^T, #^J6fl5ffi©J09f5SI 1 0 *c 
teV^rtt, 2i«fflll 4©W««SU3 2. 22CO 

5%9\-mmicfo&&t>-&htitctimi 2 ©©iggp 3 2 <o 

^■■K:»«fw<H4 6 *4»itfci*JBJWE»4 4#MJ 
JigP4 4 ttlteW S/hS^Hffi4 8 CDnS^ifficfc 0 fcM^ 

30 EE^A^C^turiafMl 2©gfM§B3 2(D^Ji}¥EEg|34 4 
S^L^6n^^igj¥E§P44(DJg^*, HltM12(D^ 

S8P3 2tc^UTS*rsirt^cisi^ors«oa>r, k 

3 2 wmsm ^nr, tt® 1 4 cdismsp 2 2 cc 
(«as-r*iai 9^12 i#ss) o 

[0 04 0] ^C, C(DJ;5&3>^^hU>XM^ 

40 [0041] 5t-r, B4« ( ±m<ommmmcnk$titc 

>X<Dm^-{>5 4<Dm^f^mx$>^> 0 ^58 
i7^f>5 4{t £^CDS33SXIi : No. 1 -No. 5i, 
fn6#M^XIi:No. 1 -No. 5 CDmf&mffitC n > » 

h u>xwii oiJKJctcJBaur, -ene^® 

Xg:No. 1-No. 5*. JlR^tClSSSif L&Z>tt&<Di8l 

m^&t Lxcommmms e^T^snri^. 

[0 0 4 2 ] «t^S5 6lt 04-6tCm$nri^ 
J:5&C, U-<b LTO^BS^U- h 5 8 t s ^ 

so m-?\s- h58 *wffi©aBf^*rt»»"ttL/»*iBasu 
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[0 043] h 5 8 tt, ^Jl^CDWttWW: J: 

Jl/6 0±fc«»*fflK3nTl>5. tit. &M7l>-h 

5 8 jet*. najBtt**-s-*a«©ffl«*?L 6 2 a*tgj? 
*fi»cjiiiLr*jsRstiT:^4. a*. Mffii*?L6 2<D 

[0 044] Sfc, H7tefc7ft3nt<,>a«fc5CC, M£g 

x&mLxmvz raauett* & o r-H**ia 3 n r 1 » 

flPEESP 7 0 *s— #»Jflt 3 nt 9 , C CDJPESP 7 0 ©ft 
*tr&flEftB6 4 iShtl^. 

[ o o 4 5 ] -e ut , mmmiG 2<Dft&m&* we. 
7>^«»4o©jt8mo < sntt^ift 

KcfcoT, ii^l/- h 5 8 <*>&3!fitf#?L 6 2fcttU 

x, mm 12 <Dm±mm^wmx&#>&&tiz> «t 5 tc 

feott^, *fc, «t#3?8B6 6CDrt^ffi7 2^S? 
n/cfflEE§|37 0 OflPEErtB6 4 tt, 0 8 OCffi^H^S 

nri^ct^cc, -t-corts^jtfej&s, mm 1 2 (D/N$jfjg 
5 0 ct0/hs< Stiri><5„ cn&cj^r, Hi3«c^ 

3nrt,>£<£5*C, £JK^U- h 5 8COM«f#?L6 2CC 

Jf ffiStf 7 0 CDflP ffi*3ffi 6 4 <D±ffiI$m%Hfitt&m 1 2 (DJf 
JS^->*E4 6tt:^JSl,T, MM1 2ZMUmi6 2<D 

[0 04 6 ] £ /<:-;#, »3SU-;U6 0B, SBSIa 9 F 
76i, -*tCDU-;U^*7 8 a, 7 8b*^t«« 
3nTt>£ 0 — »©U-JU^7 8 a, 7 8bit -g 

;£f#3n&C * b U>XCDS&§XfI£ 

fte>-»©U-;^I7 8a, 7 8b&U2, rt«flBO± 
ftSB*^S«:M-o'Ciia p *^tt©«^8l8 4, 8 4# 

■en^n^^nrfct), cne.©§M8 4, 8 4cc 

ttLX&m?l>- h 5 8©3*lSjffiBTS— *fCDi»«ffl5*s 
«tf>£to3nsc<h&cJ:oT, £JS:/u- h 5 8#, — 
»Ol/-;l/^R7 8a, 7 8b^cJ:^ M^ih^n 
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[0 0 4 7 ] 3 6K, — *fCDU-;l/^7 8 a. 78 b 
OT^Ktt, U-^17 8a, 7 8 b©«*rSl**a 

S^ntl^o COffiiitn* F7 Btt, ftmwtctotet 

?L8 2t«Afe»li^ci^8 OWSSntisO. C 
10 (D^Sj^n -^80 cpafrte Di«2P * F 7 6 cD&fc 

fit, i^P 7^80 ^17* U - h 5 8 O 

THfc@ssnr*5D, -entc^ot, ssssn* F7 6 

5 8*s, mmis-Jl>e0t f C'iQ^X&W)&L&hti2>J:') 

[0 04 8 ] C©<t5tttRagR«5 6±fcRW6 

n/c£ocDK^XgNo. 1 —No. 5(D»g^^-^CC 

e>tltl^ 0 IP%, ( i ) 8!BSXgNo. 1 (86) OS 

StVCteO, (ii) Mj^X?1no. 2 (8 8)<DSJfeX-< 

(iii ) SSiSXgNo. 3(90) (DllJSX^-^ 
Mtmm 12, 14 1^ \Z7 A 16 ^C^E: y 

^unmx^Mkifcmmmm 12, 1 4 *sa^t>*r 

*aA«^K«Shr*jD. (iv) M^X?iNo. 4 (9 

30 2) omMx^-zteiz, mmmmi 2. 1 4©^+ 

a^tc j: o ti^fflit a s^^s^ss $ nt *5 o , 
(v) is^xfiNo. s (9 4) omMx^-xic^ m 

tmmi2, 1 4**«^U-h5 8*6«IKS1*r«t 

[oo49]3e>tc, cn^ii^xfiNo. 1-3^5 
osnjfix-^-^ccB, -en-en, ^9-1 occis^n 

tt^J;^, ^U-;l/6 0-C3d#3n/c^i7 # U- 
h 5 8 CDX^cii C/HJ-r^ tf- A 9 6 3 nt i<> 
40 a e C(D33#hT-/>9 6tt, Witt, ^18^9-199 
7 2#fi**1#H*9 - 2 4 9 1 4#4i«««:H^3ti 

*^9 8^J;O*©ttc0fX h>§P1vf 1 0 0rt(Dxretf& 
»1 0 2*at-ca«3ti4»E©f^ffl«:J:ot, MM 
1 4*m.m^lsft&£5KU-)X\<*Z>tPk<<C, ffiSLlA 

x h >gp« i o o *±T«©asa*ioiK:ffi«i-»o«>a 

50 ^otl^. 3^*5, fx h>SPWl 0 0©tt*foJT4fiW 
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imRicMi&utcmm'* ? f i o 4*w&2tix^z> 0 £ 
[0050] $/c, Kigx^No. scommx^-xic 

^ h>SB«l 0 O^^mr, £Jg:/U- h 5 8(DffI^ 
r^WS^SP^±»6«l^m^fflBE^U- H 0 6 . 
10 6^ 0V3O$Stitc&m7l'-Y 5 

8 coTtcscxttj-rrwj h >WtJ I O 8 ^iHSSti-C 10 

COTflPJfX h >&PW 1 0 8#£JB:7U- h5 8 
?L6 2rttC^?n/clfiSM 1 2<D4 , *»#2 8<D£h»JT 

m £ M JE ft/B r if L & <fc 5 fc: & o r ^ & <t ftK , 

&*J, JWEfcr* h>l 0 8©Jd»»5K:B\ fltSl 2 
(D**SP» 2 8 CD^ffitcrSo /c^CDKS^S 9 F 1 0 20 

[005 1 ]tlt. C©<fc5&«JS^>f >5 4tC<fco 

1 3tefl*Sftrir>*J;5K:. tr* h>sw* l o ocdk# 

Fio4fcx7R#s-&r, #*m^«^e>iesiu 

-;u6 or^dtsn/c^feji^u- h5 8<z>smsj#?L6 2 

f*. WSSl 2*P6t:* 0 0£8iJIBi*-!f&C<h 30 

KcfcoT, dKai 2*£«:/U- h5 8&C<fcoT333Hf 

[0 05 2 ] C<Z><fc 5 CC 0 T^JR :/ U - h 5 8K:3a#if 

u#>e>ftfcis£§n 2«. ^u-hssofs^ae 
2o^fficc^$n/c»SEgP7 o&c*tt,riaisi 20 

4 6 K*&&wm%mitftmtci: or dssn 2#{ag& 
»3h5ci{c<to, mmi 2&mmmiG 2 ©us** 

ttO«>6ft4C<fc£a* (SI 6#M) o SBSX 40 

?L6 2fc*fOTfllS!l 2£{£&&tf 0 
[0 0 5 3 ] iR<»JfiXSNo. 2tc*JliTtt, *fHifi£76 

o. 1 tefcWSiKSIl 2&I5H3KC, /£JF2L/c4iSn 4 
4, HI 4«:^3nri*4«fc5tc, t'Xh>SW*10 0 
Oft*'*? F 1 0 4tex7flR#3ttT, «*ffiJSJEM5«3!P6 

ssaiu-;u6 ot^sn/c^i^i — h 5 8<om&& 

BifSadBSS 1 2Cc*fLrfK«&A*i*. isu^ 50 
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6 T h l y ?!?*f 10 0 ^rSSHS - if * - - l - r - o T, 

1 2 SrlflgS! 1 2 (cM*a^to-a*/c5KJBr^«y h 5 8 

[0 0 5 4] C<&<fc5fcOT&JB:/U- h 5 8K3S$if 
L/^6n/clfiBtMMl 2, 14« 4 115-16^^ 
ftTl^cfcMC, «SU 2©7^>^tKW4 0K:s£K3 
ftfc*^~1fffi4 2K*fOTilSl 4©:7^>2*K8|5 2 

0, -eti6lHBtMSl 2, 14(D**gp#28. 18© 

liiiStC, MlBfS8B3 2, 2 2 CDIBCCfeffi^ttBSffl 5 

iM^fx h>gpwi 0 oraisi 4^iTKiiti 

[0 0 5 5 ] ftfc, ^a^U-h5 8JC<tor3t^§ll 
/cfltai 2^ltiSl 4«K«)^*>-e , /ttt«TCC*j 
t^T, ^Jl^U-h5 8CC*5W5Jfff8B7 0(DffErtffi 
6 4©*a^ttti.'tBl[l 2 5C*5W-BJ1-«ffEE»4 4fl[) 
*Sn«B5 0©¥»ra<Dai : 14^ «91 2CC*j 

vzt&&ftmw3 4i, ttai 4«c*j^4K^jaffi2 

40SstfSjBBIHE«. IP^I«rHl5 2<D*i*2 : 1 3<i:0fe 

[0 0 5 6 ] ?6^C, i^<M3§XflNo. 3tC*$liT», 
^XfiNo. 2 -ClHia 1 2 CcKab^toStiTfllSf 1 2 <t 

^cmmz titcmm i a*, buishi 4cc^sn/cis@ 

XSNo. 2 £|g«tcfcf* h>SPWl 0 O^otxrK 
fit, ±*CC»»ttL«>*CiCC<t0, «BS14*fl| 

si 2 3&>6«wiai±*«:*w-&u«6rflffli 2*mn& 

2<Dmnmc*s vaA«©aAi+i io^iAnt 

tmii2 4iai2^aAt4o -eur, */7« 
5N- 1 1 2<Dmmm^mmi 2iazALtcc±&$mLtc 

1 0 0 -c&n# L&tctm 1 4 zmm i 2 ecfKa&^*> 

'i^cj^cr fx h>SPW 1 0 0tcj:0, <£i>teJ:H 

5%uai*ao©tx h>gpwtc<toriisstwMi 2, 14 

■^--^354 2tctiMl 4 <0 ^ -7 > ^ttSB 2 6 3^*ia^*> 

cicc^^r, ttsi 2£iflt§n 2 tcs^to-if /ct*as 
[0057] cnccj:^, m 1 9^sntc^j:^ 

ffl^to-&S*ifc«»lffi[ffll 2, 1 4©*Wfe»#2 
8. 1 8©>Pf[fi]ffiratC^3n/cfiKg+^b*^^ 1 6fc: 
^e^v^l l 2*3£«Hf 0»Si*CC % *im^7 
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[0 0 5 8] -£LT, CCr)J:5&«tttpSSll 2. 140 
5?-&toiftt<STr, fx h >SPM 1 0 0 (c J: 0 , 

©ffffi«*«:s«u, hem 1 4 iftKifigM i 2 z&my 

V 5 8(D§[^?L6 2rtr»*raJT^CCff0jAtfC 
£SC<fc^ i&JSr/U- K5 8Gr>ffJESB7 0<D}?IiF*3S6 
4&C>tfUT, l88M12£, ^<2f--^'ffi4 6 £iffi*T;*c 10 

-h 5 8<DJW3ES|$7 0©ff£Ertffi6 4 36SSSH*Oft&n 

Aa^RSSn. ««fMaB3 2*J«^Jg-BO»6n*C 

H2 0-2 1 fC^gtit^icfc^fC, 

mm\2(Dmmu3 2(Dm^mm3 4f)\ mm 1 4© 
nr. *ft6d$tiOT3fi 2. 1 4 <dwi^ 3 4 , 22n 

5 Z&ffi&ZtiZCtltCj:*)* JflSitWSl 2, 14<DM 

Mf»j6£;*n/c^**f ?w 1 Btetfor^vtm 
1 1 2rt*3E*3ftSC±<t&*. 
[0 0 5 9] ^JS^U- h 5 8 <DfflKS&7 0 CCffi? 

UjA^ ftfclftSM 1 2 <D*&ftmW 5 0 « v ISMgP 3 2^ 

ttn«»tt*6, ©MSP3 2 0MP8MRI (12 0 4*Q± 
SScj;£iHtMl 2CDJ?EE93 7 0^6©SQt«6^sas 

SB7 occ<t4iB^^«fi»3 2«caasnfcttiifrc^ 

JR:/U- h 5 8 cDflffi£P7 0 tCffbii*n/ct«IBCC«l# 
^n^iStc, «S[i 2(ORrSaS3 2*satSf 1 4CDSM 
SP2 2CCftOTffigtttRteffifc*l-C, iftgtMMl 2, 1 

Ci*i6956^&J:9tc, ^JfiJgJITCtt, ASM 12 CO 40 
jSJggP3 2*S^|^^tC^S#^n*fPfla*g^, 

£/t> ±5$(D£p£ift&§M§y 1 2, 1 4 (DM^toif tfc 
JttTTtt, £iM 1 4©fffS8B2 2©K^fSI2 4#, 

»©tt*[filBf^S3«:MSfiaiSr, ittSSl 2 OiSlSgB 3 

[ 0 0 6 0] a<»i6XilNo. 4tC*Jl»r«, ^2 2&C 
^2ftTl>£cfc Jbi^ coip < z&M U — h 5 8 CDS 

ffij#?L6 2^c^iA^nrM^^^cs^F$n/ciag 50 
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»Ht, i-u ~«~ ami i. *£" (£■ « v. «^-> v\iui« 1- >i-< / 1 'iy#vrvT\ifl"j <*-•<. LE3- 

ffcit^t, J50£**f'yw 1 6Ct^«3ftfc^vfef 

*4 1 1 2JC*fLr j &> r vWt5H 1 2fcUVj£*BrJ@$W 

Kiwurfi'&Aaaifli-ro -eit, *^tmi 120 

S£*7uT0/cf£, JKSIIMS12. 141:, ^/S^'U- 

[0 0 6 1 ] hU>X8Sta©*»XSr*SR 

CC, ^i7'U- h 5 8 CDifl^WffJOiSWWtCffEE^U 
-hi 0 6. 1 0 6 1/ - h 5 8 CD 

^r«atMSi2, u^bmirffi^^n/ci 

ffi}f?L6 2 ^C*f v (ft»ffii±^e, fx h >sut* 1 0 

Hl0 8^ilAnt, fx h>g»t 1 0 0*tJ:9*iM 
HMf^L^^i^c, TffilfX h >SPW1 0 
8^Cj:oriB|Ml 2*»#^Fif L/»*<fc5tCttori» 

[0062] fit:, ^net'x h>gp^i o o trffj 

fX h 10 8 GC<£o r^lM 1 4 idtgM 1 2 ^r®^ 

S^lfe/tWr, TWJf x h>«pwi o 8 ^$A^r 
snrc^<t5tc, «hm 1 2 , 14*, mxfcm^ 

2*6±*CcrPl*>oT^±WrSt*ttJS'&i. 

jc, 3t^iasjKSRr«, H2 4(c^snn^s*n< , ilia 

5 8<DffffgP7 0%, *M?w*W4 6WJCCgE#aU 

iftl^i 2cD|gjMS|53 2K:Rtfsnri^c^i^u- 

1 2 <D(g[ligP3 2 ^J£S7?^I^a7n§ ti* C <h <b tt 0 , 

02 4ec7S3ftri,>£J:5K:, iBIM 1 2 cofSltgp 

3 2©W^rtJaffi3 4 iMl 4(DOMSP2 2©^ 
MIB24(DPe1CC s 0 1 6tC^$nrt>^CD<bBS[5jOBgra 

[0 0 6 3 ] iftiM 1 2 *Tffl(f X h >SPW 1 0 

wmmtf^hibtcv x f>spwi o o *±*ccsett* l 

^^>CitcJ:0, ttSl 4£iB|§n 23^6±SrccSBB# 
•ii-Lfe^o tt(r*r % TfflJf X h >SI*t 1 0 8 *H&tgl* 
fflS-tfr. Nffil 2i^m^\y- h 5 8^6ffi5i1-UT 
@ttJS*«TS— fX h>SP*t 1 0 O^r^Ki^U^ 

^cdCi^J5EM2 0«:n>#^ h u> 

l^/c0, mmi 4*S*lPl«:«'rSBg*J6'rci»CcJ: 
ot, Itffll 4O0«J5^B2 0fcW«JBj«Stifcri> 
3?^ bU>Xl 1 3^:41^1 4^6IR0aiU, -tnccj: 
ot, gWif^3>^^hl/>Xl 13£f#& 0 
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XI 1 3%Wmi>tcm, *JUyu-H5 8**«jSXg 
fcJfii*T*18i£SSg5 6#HMLfc9raSlR& £ftT 

0, -e<D$£No. HC^&L/TNo. l*6<Dn>£^h 

[0065] ±m<oim^mMmm<o^>^iPb u>x 

(cffifefcrocdBJtfflffi 12,1 4©S!£tott«Ha*»* 
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212, 1 4©B^*(^^©K^fiB***»» 
[0 0 6 6 ] HT, *#fflB©89©3l*»iB£ > 

[0 0 6 7 ] jtr, i2 6-2 7 fc«\ #JS9J(D»- © 

[0068] <£r>i$«a*, *mmtm<Dzi>$t> b U 
>xmmm 1 1 4 tc*$w &wm 1 leit **gp# 1 

1 8*. tt#|pj— # (El 2 6*CDT*) CC^otrggffi 
«»«iSntfc0, t<D**gP#l 18 6MHW 
iPCi^t; @#J<tT£:3>£^ h U>X©7P> h 30 

**gp#i 1 8ommB$Kicte. wwmmi 2 

0©HH^*fCtatBL/TIHtRj5S?Bffil 2 0<Dft*«*M><t 

bt:©i»tt»i 2 23&JH*«fl5snr^s. ccDfSMgp 
«»ttijhrw . **gp# 1 1 8 <fc 5 fcKt&raiT* 

*fe, 7 7>S/tt»12 4 0±iK:B l flbSffiJKgl 40 
BJT**'*— tf-gpi 2 5*5— ftMSntl^. Htc£ 
fc, IfffiSl 2 2 0/hfflMttttap» ^m*rn«MM5P 1 

2 2 ©5*JSffi& BDtfoaj&flS 1 2 0 ©gtfKB#tt, ^(D± 

[0 0 6 9 ] *^6Sm g >(Z)^>^^ h U>XffifiX 

02 1 1 4 ICtoVZmm 1 2 8 **gP# 12 8*. 



gp#l 2 8<DftABfffiCtt. attd^Bl 3 OCDiSffl^ 

*CCfiffltOTCi«JiR»ffil 3 0©aW+*4S»«. IP 
%H2B*<DT^0C|ft;fo^T, fSt^K^i UrcDfSH 
gpi 3 2rt*—tt»Jjfc S#rCC>*. CCDjgffigPl 3 2H\ 

ntfcO, **gp# 1 2 8 cfc 0 fefl#fiJT#K3Stf Hi U 
rc^i^tc, TMWiPJSWPfctt* a#iSU^*tcjE* 
£7^>>^gpi 3 

[ o o 7 o ] -e ur, was 1 1 e (owwrnm 120* 
rap-r5±*^6itsEi 2 6*rawaqicK*a^*DSti 

X. mSLl 1 6 0GntK/53FJ® 1 2 OlcttLXffimi 2 6 

oottj«»mi 3 o&mmmmzmxxjtifaiiLW&Lzb 

6ft*J:5K:l/T, fl&M^M 1 16, 12 6#2£*>-tf 

6*i4<t5ccscor*5 0, feir, **£2^=btftfc1ST 

X . ittitMS! 116, 126 OJ&ffiffi 1 2 0. 1 3 0 CD 

[0 0 7 1 ] iBt^SMM 116, 126 <DM&t>& 

CCBRUr«, 1 6©^7>^gPl 2 4tc^S3 

n/cX-^— 9-gpi 2 5tC*fUrttS[l 2 6CD7^>£*K 
SB 1 3 4^«Sn4Ci(CJ:ot, «S21 16, 

i 2 eswifc&rSirffiWffiaiftabstir, sautte? a 

1 4 2<0/»STfS*»SfSnSJ:5tcfeori*4. 

[0 0 7 2 ] Sfc, ill 2 6cr>iSlggRl 3 20F^jgffi 

13 6lt dllSt 1 1 6 OD^MSP 1 2 2 CD^/Sffi 138(C 

tturf— ^ftffi*«A«<H3estirt»S4*cc % mm 

1 1 6COMllfgl5 1 2 2©^jaffi©±4»»a5«, I^FlggP i 

2 2 <DW1® 1 3 8 (D^Smcfc 0 fca#fil*f #0C^tti b 

/cv v^»©»wa«»i 44<bsnrc^ e cntcj: 

0. iSKiMSl 16, 12 6 (Dm^&W&TX . MM 
1 1 6CD1BSBB1 2 2CC«ISf 1 2 6CDlSlggpi 3 2*W 
J¥iBJ»±0»6hA:JKffiT"C, dtgMl 1 6<Dfi!!igfll 2 
2©?ffflffil 38i£ISl 26(Dl^g|gPl 3 2£>I*3J!® 
1 3 6<D*tF^]MPaffi§i«, fiJ9g*i-bf^-< 1 4 2*68! 
ft£CCg£oT, K@2 etpOT^Ctf < tCft^XXM 

tc^c#< ttsi^^cstiri^ifttc. ifltsaii7cDS 

tt^SSP 1 4 4 <DJ1-S-*S«, 412 1 2 6 OOligB 1 3 

20rtHll 3 6 <fc^ fcffi*>^&±S*rc\ ^n6d8 

2116 1 4 4 i£i2 1 2 6 (Df^lggp 1 3 

2<DPJtC«fi|*&Eftia 1 4 O^ClotM^n^ 

[0 0 7 3 ]^lt, CO<fc5tt«Jt<5:Snyfc*iaBg 
m<D?>Z>7 b U>XMM 1 14CCtel^T«, CTx. 

ifitMl 18<DEI«JSS»ffil 2 OCC^y 
1*L«>rttSll 2 6€rS^to1*Lyfc«. 41212 60^ 
^^«<fc ^n^cfgfggp 1 3 2 CD^SDi 14 6^L 

AT c £ tc J: 0 % mm 1 2 6 CDt^lfgP 1 3 2 ^CffiS^? 
SSHUt, U©^gPl 3 2(DrtiiMl 3 6*lKSl 1 
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6 <nm&f& i 9 9. <nma?m&m i a a tr#?#s ^#^r> 

i*sm*a©T*o. *ftoc<tor* »— ©ussj^jat 

r&£„ 

[0 074]^ §28-3 0^t **?8<0»=O 
iffiSJ^i > 3? h U >Xf«M 1 5 0# % 

SSg^-OtCffiSITS/cdexD^JS^U- h 1 5 2&C$S# 

■&i/»A:ttJBr^snriiS. ^sjsh^si 5 o», io 

[oo7 5]M(ctt, ^mmm<o^>^^vu>x 

miSMM 1 5 0 Scfctt £flg£[ 1 2 te, a3 0«*lt 

Jf^S ft/c|8^RSB 1 5 8 *RA,T\ SUSP 3 2CD^P 
aBWJ^SRIBJBttO^S^JSffi 1 6 0 iShr^S- 

«^tt» 1 5 8 4^t*ffitai 1 6 0 <t JSttfflrJ 20 
tf^SRIW^O/hSB'WBffi 1 6 2isntw. 
[0 0 7 6 ] S/c, ^JS^'U- H52B, 02 8, 2 
9ic^ntl^i;^c, #fl*£Hl 6 4i»EE«& 
HI 6 6^6*4ZUH«JfiiS4aT*jO, Ch6$l*S 
M164 i»£E«** 1 6 6 *«OT#ft«Cjtaor, 

HI 6 4, 1 6 64«»^CC«J*&U»-CH5ET*# 

M«#H 1 6 4. 1 6 6 <DtBttffitj:tiLm&t>'&m<Dt:i' 
1 7 4<t*fit?Ll 7 5J&«$ntl^ 0 
[0 0 7 7 ] $ Cft6#{*^£H 1 6 4 (bfPffK 

Ml 6 6 ©JtflfiJffiBB fctt, SHSfSJLl 6 8©£:b9&C 

i^&o 3 U ? h y 9 1 7 Ote, ££DC£>£d 

Hi 7 8^rM^nrfcO, 7-)^u^m 

1 7 8*i>f >t3l/7 h^Jll 7 6fCjW3tir, *ft 40 
fe&Hl 6 4iJ¥Effi^Hl 6 6 tC J: 0 , 7«3l/-; 

h^Hl 7 8^>t3l/7 h^Hl 7 6K:3*or^^&# 
fflfcffOS£Sft4C±0cJ:^^ -f>t3l/?h^fll7 
6(D^iSHiT^^nU^ h^Hl 7 8 CDrtilStCff^ 

[0 07 8] CCO'Otbl/^Ml 7 6© 

IBS**. B>f>t3l/-; h£Hl 7 6tcrt* Sn/cifilS 

1 2©18fS»3 2«C*fbrfflS*ilyT2iasn4c:<!: 
ifrO, «r, *-©JOS»JBi|ffl««c t fllS 3 2 (DfU 50 
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[0 0 7 9 ] C©J:9tt*SWJfc»-C» % ?fHai/9 h 
*2 1 7 0*fiUBbfcCiK:J:?K riKS 1 2<DfSH 
SP3 2^R«3n^J!SS^<bUr(0^*S:StcS!©-r 

[0 0 8 0 ] *»l8©HJfi^fficcoiiri¥iS 
cneiitt^JRkifewSHftW&faificccfcoT. H^, 

i^WK««3ft*fc©r&i,». 
[0 0 8 1 ] m*J& , «WB»— ©JBSt^JBCCtel^TB, 
d8SOjSfi»*a*^^c^^TffiS'r4C tec J: 

[0082] $/c, HffiE»=:©iafi^s8tc*5Ciraras 

ftri>/c}ipffiR£*l 6 6&CfU.T, HCS* 

?L6 2CDg3Pgp{atc4S#3nr, -f>t3U^FMl 
7 8 *tt#fnjccWEi* 1 8 8 turn?* 

[0 0 8 3 ] $/c. fttrisffi— ©gasjgssrsfflsnr^ 

fcdKSl 2(D?fiiJ¥JigP4 4^C?tbr, a3 2~3 3fc 

^sn**p*w*[oiK:sc;*a»©*io»i 9 2«rja# 

0©i|gP3 2tC48W4S^©«f8KJU*WKTSC i 
[0 0 8 4] $6CC % BI3 4«c^3nrc»SJ:5CC, W 

fenw^rSffl^nri^ciflgMi 20^^-^-354 
6 &c *5 w a iMf^cD * rasp^cc {jg l r % S#r5jJ1-# 

itoJter*^> 0 cnWl «t£l 2CD^J¥ESP4 

[0 0 8 5 ] StC*/c, iBtSIMS 12,1 4<DB5^rtS 
I3 4iK^^SS2 4tt, Rfgiff^Ofte, 31^^:^- 

tt, «iL«, H35^3nrCiS<fc5^ lfi^l2CD 
WSSB3 2(DK-&rtHffl3 4*. 1 4 (DgiMSP 2 2 
©K^fiaM2 4^cMbr^cDta^^cj:7 : --^-ftS : 
a*fcorffi*fWCc««4i*L«>*Cibtc<fc»3, GQW*^ 

B3 o^ew^tcKna^fieor^tcffiBara^ra 

5 2*. «SI12, 1 4 (D^flggP 3 2 , 2 2P^tCjf5 
fiEL/cO, SEC»«H3 6CC^3tiri^S<fc5K:. itSS 1 
4©B^^fflffi2 4i«S!l 2©B^rtHffi3 2*. « 
StSM 12. 1 4®*/C*±Wftttt#foJiR : 1 
r, * fi^ ft, ffij£<D7- : |8. r (iQ<r) 
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